- (No Model.)

PROCGESS OF MAKING PIPE COUPLING. FLANGES

No 416,815,

*

'G. VAN WAGENEN & J. GRAVES.

Patented Dec 10 1889

Fz7'.7

@3

!u-ﬂlllll' —

_-'"I-u.‘.‘

e

—




20

23

To all whom it may Y CONCeriv:.

.....

GEORGE VAN WAGENEN AND JOHN GRAVES,

OF NEW YORK N. Y '

PROCESS OF MAK|NGPIPE-00UP|—|NG FLANGES-"

| Apphcatlon filed August 14 1889 Serml No 820,715

(Nu mndel ) | |

- Be it known that we, GEORGE VAN WAG-

'ENEN and JOHN GRAVES, citizens of the United
States, and residents of New York, in the |
county of New York and State of New York,
have invented certain mew and useful Im—_'
~provements in Processes of and Apparatus for

~Manufacturing Flanges of Wrought Metal, of |
| nated by the letter D, and in the present in-

which the followmg 1S a speuﬁcahon

The invention relates to an improved pro-
cess of and apparatus for the manufacture of
- flanges for pipe- couplmﬂ's and other pyr poses'

fmm wrought metal..
The apparatus conmsts, essentmlly, of a die

eontdmm o g matrix'in the outline of the flange

to be pwduced and a central portion or anvil

upon which the disk of wrought metal is placed.

prior to its formation into the flan ge by means

of rpressure | -
I'’he process, which is carr ied out by means

of the die and the application of pressure, con-
sists, essentially, in placing the disk or bla,nk

‘of wrought metal upon the centr al or anvil
‘portion o_f the die and then by meansof press-
ure displacing the metal laterally from said an-

vil into the matrix, the metal completely filling
the latter, leaving simply a thin film over the

surface of the anvil, which film, upon the
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flange being remov ed from the dle may be

1ead11y broken away.
The process and apparatus will be more

 fully understood from the description herein-
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‘wrought metal 1)1.:1(3@(1 thereon, and the means

4.0

after presented, reference being had to the ac-
companying drawings, 1In w hwh——-— |

Figure 1 repr esents a central vertical longi-

tudmal section through the die, the disk of

of applym pressure, and illustr ating the first
step in the process of the manufa,ctme, Fig.

2, a like view of same,showing the condltlon-
~of the metal after pressure has been applied

and the flange formed; I'ig. 3, a plan view of
the die; Fig. 4, a view of the flange as taken
from the dieillustrated in Fig. 2 prior to break-
ing off the thin film which covered the anvil

* portlon of thedie, thefigureshowing the lower

side of the metal ﬂ&nwe, and Iig. 5, a perspec-

" tive view of the disk of WlOUU‘ht meta,l which
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is transformed into the fl

ange by means of the
process and apparatus 1111:151;1 ated 1n the fore-

ooing ﬁﬂ'ures of the drawings.

A deswna.tes the die, ha,vmn* the centl al an- |

] Vll DOIthll B a,nd the matlm C whlch eneir- o

cles the anvil portion B and is in the outline =~

of the flange to be produced. The anvil por-
tion B extends centrally upwmd from the

lower portion of the matrix C, and its upper
‘surface is on a 1evel W 1t11 the upper edﬂ'es of

the die.

‘ing that the wr 0110']:11: metal wﬂl be dlsplaoed

The means for applymw pressure 1s desw-
stance consists of a bloek of metal having a
plain lower sur fac,e, as 111ust1 a,ted n the dlaw-
ings.

-wrought metal .;md in the use of the die the

The ﬂanﬂ'es are fmmed fmm dlsks E off-

| disk or blank E of wrought metal, is placed o

centrally upon the anvil portlon B of the die _

A and pressure applied thereon, the effect be-

Band eompletely fill the matl ix C, belnﬂ‘thel e-

by transformed from the disk 111t0 a ﬂa,nﬂ‘e,.

the hub portion of the flange belnw formed by

‘the vertical walls of the a,nwl B.  After the
disk E has been formed into the flange by
means of pressure forcing the metal 1111;0 the -

matrix C.
cess formed in the die A, as shown, and said
disk 1s slotted to loosely receive the inner end
of the lever f, which is pivoted at b in the slot

matrix C, the pressure W’lll be relieved and
the ﬂa,nc-*e removed from the matrix, after |

which the thin film (lettered ) of metal con-
necting the walls of the hub portion of the

{ flange Wlll be removed and the ﬂa,nﬂ'e then
-cmb;]ee‘red to the usual thleadmw-ma,ehme .
The 1@1110\7&1 of the flanges flom the die A

may be effected by the e,]eetm-pms e, secured

to the disk ¢ and extending upward through

apertures in the die to the lower surface of the

The disk a is placed within a re-

¢ and has a head d at its outer end. After

the flange has been formed and the hammer

or upper section of the die D elevated, a light o B
Jf-toforcethe disk @ and pins eup-

blow on the head d will cause the inner end
of the lever
ward and eject the flange from the matrix.

The application of pressure to the disk E
has the effect of for cing all of the metal from

the anvil B into the matrix C, with the excep-

i

end of the anvil B, as illustrated in Fig. 2.

It wﬂl be noted upon observmn' Fig. 1 tha,t o
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tion of the thin film, which upon the comple- =~ -
tion of the nmnufactule will eover the upper
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the disk of Wrm,wht metal E is less in diam-

eter than the. ma;trrsc C,and thatthe quantltv |

of metal in the disk E is sufficient upon being

displaced from the anvil B to completely ﬁll_

the matrix.

The apparatus and process which have been
made the subject of this application will .be
readily understood without a further detailed
explanation, and so far as 1s known they are
applied by us to the manufacture of what we
consider to be a new commercial product—
namely, wrought-metal flanges for use as pipe-
couplings a,nd other purposes.

We believe 1t to be impossible at the p1 eS-
ent date to purchase wrought-metal flanges in

the market overt, and 1t is Our purpose to cre-
-ate by means of the present invention a new
field of industry.

Wrought - metal flanges possess many ad-

;_;t__:;}nt@w,e_s both to the,manuf;letmfel and user.
They may by .reason of the present invention

be manufactured more cheaply than cast-

1metal flanges, and when manufactured pos-
.Se8S. ﬂleatel Stl ength and durability than cast
-ﬁanﬂ*es.

thtt we claim as our mvenuon., and desire
to secure by Letters Patent, is—

1. Thedie A forthe manufacture of Wl‘OHﬂht-'
‘metal flanges, said die. lmvmfr the centml an-

vil portwn B a,nd the encwclmﬂ matrix C.in

the .contour of the flange, the matrlt being

open above-and. sur-rounded ‘by.an mclosmt,-
wall and recessed to form the hub of theflange

:amund the base of the upwardly -pl‘OJthLH“‘ |

416,815

| anvil portion B, combined with means, sub-
stantially as. demnbed for applymw pressure,

substantially as set forth.

2. The method hereinbefore described of
manufacturing flanges, consisting in forming
a disk or blank of Wrouﬂht metal, pldclnn sald

disk or blank centrally upon an anvil located

at the center of a matrix of proper shape to
form the flange and having an annular de-
pression surrounding said anvil to form the
flange proper, and then applying pressure
upon sald disk or blank to force it into said
matrix, and the depression thereof effecting

the displacement of the metal over the edﬂ*es

of the anvil and compleiely filling the matrix
and its annular depression, 511bqtﬂntmlly as

set forth.

3. Thedie Aforthe nmnuf.zwtm eof wrought-

1metal flanges, said die having the matrix C n
the eontour of the flange and the central up-
wardly-projecting Solld portion B, the sides

of which form walls for the hub of. the ;ﬂa,nﬂ e,

combined with means, substantially as de-

scribed, for applying pressure to force the
metal 1111:0 said matrix and for ejecting the

flange therefl*om bubbtdntlally as set forth.
Sln*,ned at “\Tuw York, in the county of New

York and State of New York, this 12th day ot
Aug gust, A. D 1889.
GEORGL VAN WrAGE\TF‘N
JOHN GR AVES |
Witnesses:.
‘CHAS. C. GILL

HERMAN GUSTOW

35

45

50

55




	Drawings
	Front Page
	Specification
	Claims

