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'Z’a all w?wm 375 mmy CONCErTY:

Be it known that I, CHARLES S HM[LIN a,

;eltlzen of the Umted States, residing at Los-
~Angeles, in the county of Los Ann*eles and

Sta,te of California, have invented new and

‘useful Improvements in Sheet - Metal Pipes
© - and Methods of Manufacturing the Same, of
. which the [ollowing is a specification. = -

The object of my invention is to praduw

an improved, cheap, strong and durable pipe
made of a single thin sheet of metal and suit-

able for conveying water, oil, &e. .
My invention relates to convolute sheet

Figure 11is a flatrmental eud view of the

a longitudinally arranged S shaped fold or

L ;' :la,p B which forms a seat 6 for oneof the edges
C of the sheet, said sheet bemn' rolled into

o convolute fmm withthe edge C of one section
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@ of the sheet inserted in the seat b formed
by the lap, and the outer section a’ of the

. ~ sheet rolled about the inner sectlon a and
| fastened by smtable means such as the wire.
. wrapping D. .
~ The method of rnanufa,cturmw the plpe is
~as follows: I first form the fold B in the sheet |
- at.such a distance from one edge thereof as
45 to allow the section of the sheet between the
" fold and such edge to form the size of pipe
‘required when the sheet is rolled into a tube

and the edge of such section is fully seated

within the 5eat formed by thelap. The fold

is allowed to project from the sheet at an an-
gle of about ﬁfteen degrees away flOlIl the

It relates more particularly to
pipes of that character in which the sheet is
. fastened by bands wra,pped around the out-
~side'of the pipe.
.. . The aecamnanymw dlawmms 1llust1ate my'
R 1nvent10n | |
20
-~ pipe before it is completed by being dipped
. inan asphaltum bath. Fig. 2is an enlalﬂ'ed
sectional view of a flafrment of the pipe com-
‘pleted and shows the ;101nt after the asphal-
tum bath. Fig. 3 is a cross section of the
- sheet folded ready to be passed through the |-
- rollers which form the sheet into a tube. Fig.
" 4 is an enlarged fragment illustrating the
~ fold which forms the seat for the inner edﬂ'e'.
) 'of the sheet. =
S Mylmplovedp1pelsformed ofasmfrle sheet-
-+ of metal A provided between its edges with

edﬁ.,e , Lo be mselted then the Sheet is pasqed
through the rolls by first inserting between

the rolls, the edge C of the septlon a which
is to form the inner portion of the pipe: as the

sheet is run throuch the rolls care is had to
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fully seat the edge C of the inner sectiongof

the sheet in the fold before the fold is allowed
"~ | to pass between the rollers and then after

the edge is sea,ted the inner face a’’ of the

outer sectmn a’ of the sheet is coated or
pre-
servative material and the fold is then run

painted with melted asphaltum or other

through the rollers and well pressed together

,thereb}, and the rollers are then fulther ro-
‘tated to draw the rest of the sheet through
‘the rolls and thus to form. the outer sectmn |
o' to fit it tight upon the tube formed by the |
‘inner se(,tlon a. After this the edge of the @

outer section is fastened by sultable means

6e.
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such as the wire wrappmw D. The edge of
the outer section is preferably extended over -

tion and completely encircles the inner sec-

-t1011 and laps npon itself.

‘The mannerin which Iapply the w1re wrap-

and beyond the la,pped portion: that isto say,
the outer section is wider than the inner see-
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ping is as follows: When the tube has been
formed as above outlined one end of the wire
is inserted beneath the edge of the outer sec-
| tion and the rotation of the tube through the
rolls causes the wire to be ﬁlmly wr apped and

S0

bound upon the tube and the wire isthen car-

ried spirally from one end of the tube to the

other and then fastened by a couple of turns
and a loop as indicated at E. The ends of
| the wire may be fastened in any well known
| way: such for instance, as the way detailed
in Letters Patent granted to me October al,
1893, No. 507,709. Illustmtwn of the means
for fastemncr the ends of the wire is deemed ~
| unneeesqaly in this apphcatlon and the 111us--
tration of such means at K is incidental.
In the process of manufacture the force of
| the rolling process and the tension of the
bands D upon the outside of the tube tend to.

reduce the diameter of the tube but the seat

go o
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b holds the edge C of the section ¢ ﬁrmly in
position and: allows the outer section a’ to be
forcibly pressed against the tube formed by

r02

the inner section, mthout 1educmg the size
_of the tube. AR, .




and the wire has been applied and fastened

at the ends, the tube thus formed is immersed
~ in a bath of melted asphaltum at about 300° |
.tempera,ture Fahrenheit and the aSphaltum;;;

- -+ is allowed to permeate all of the Joints and |
- interstices and to coat the outside and inside

o ~ of thetube. Findicatesthecoatof asphaltum
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By my lmpreved method of forming thein- |
ner section a of the pipe from the sheet metal
“before it is coated with asphaltum; and after-
~ ward coating the inner face of the outer sec-
- tion of the pipe and then running the fold -

-~ and the outer eeetlen threuwh the rolls to |
o ‘.-thereby firmly compress sueh section upon |t
. the inner section, the two sheets or leaves are.

- caused to firmly adhere to each other by rea-

- son of the mterpesed asphaitum coating.

- thus avoid coating the rolls with aSphaltllln
‘and am thereby enabled to form the pipe with

“The

-+ 25 wirewrappingcanalsobe a,pphed with gr eater;'i;
- facility before the pipe is coated than after- |
~ ward, and the contact surfaces of the two sec-

e tions are protected by the coat of asphaltum |
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o formed into pipe.-

. Now,having deserlbed my mventwn Wha,t_;i-

B _-__Ielalm asnew, .:md desu'e to qeLuer}T Letters_fir---_-_.
e Patent jg— 1

e The 1mpreved plpe set ferth fermed of a

smn'le Sheet ef metel eemprlsmﬂ' two seetlens l

o as effectually as it would be if the entire sheet |
were coated with aspha,ltum befere bemm;-

-----

3 The eembm a,tlon of asin crle sheet of metelfﬁ;:;_ e
iprewded between its edges: mth a longitudi- = .
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After the plpe has been formed 111 the rells | a,ud provlded between eueh seetmns Wlth a,

| longitudinally arranged S shaped fold orlap = = -
“which forms a seat for the edge of one of the -
sections: said sheet bein; g1 rolled intoconvolute
form with the edge of one section of the sheet =~ =
inserted in the seat formed by thelap,andthse .~ -
‘| outer section of the sheet rolied about the m-f-'?-‘
_j_?-':ner section and fastened by suitable means.
2. The improved pipe set forth formed ef-_-{-‘ L
;__.the smﬂ'le sheet of metal comprising two see--~
“tions and provided betweensuchsectionswith =
-8 lengltudmal]y arranged S shaped foldorlap =~ -
-which forms a seat for the edge of oneof the .~
: SBthOIlS seId eheet bemn* relled mto eenvolute_}}s {- SRR

_;;mserted 111 the sheet formed by the lap, andf;ff;;.-
| the outer section of thesheet rolled aboutthe = =
I |'inner section and extended over and beyond
‘the la,pped pmtmn and fa,siened by Smtable
rpeans.
~ much greater speed and convenience than is |
IR pessﬂ:)le where the rolls and the outside of: the }
- pipeare covered with the preeervatwe mate-*::-
- rial as has been eustomary heretofore.

‘nally arranged S ehaped fold or lap whleh“‘f?;?”----r-- T
| forms the seat for one of the edges of the 60
sheet: said sheet being rolled into eenvolutel}}‘f'*
form with the-edge of one section of the sheet -
| inserted in the Seat formed by the lap:and

the outer section of the sheetrolled about the

‘tube formed by the inner section, and suit-:

able bands wrapped ebeut the tube thus

fermed to fasten the same
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