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To all whom it may concern:

Be it known thatl, GEORGE W. PETERS, of
Hamilton, Butler county, Ohio, haveinvented
certain new and useful Improvements in
| which the
following is a specification. |

This invention pertains toimprovementsin
-~ machines for forming hooked edges upon

sheet metal, such use being illustrated in the
formation of sheet-metal tubes where the two

opposite longitudinal edges of a blank are

“bent into hook form, the blank being then

curved till the two edges can be hooked to-

gether and then treated to form a permanent

seam. In thin metal the ordinary edging-
machines, operating as mere benders, are all-
sufficient, but in thicker metal, and particu-
larly steel, as used in bicycle-tubing, now

largely employed, the mere bending process .
ig not satisfactory.

My invention will be readily understood
from the following description, taken in con-

“mnection with the accompanying drawings, in

which-—

Figure 1 is a plan of a machine exempli-
fying my invention; Fig. 2, an end view of

the same, and Fig. 8 a vertical transverse -

section of the same in the plane of line ¢ of

Fig. 1. |

In the drawings, 1indicates a die having a

~ vertical front face and an inclined top, this

“die being as long at least as the blank to be
edged, and the angle of the inclined top of

the die with reference to the vertical repre-
senting the angle to which the edge of the

blank is to be turned: 2, a base for this die, |

~ forming means by which the die may be se-
~cured to the lower jawof an ordinary punch-
~ ing or shearing press; 3, an upper die with

40

‘its front upper edge resting over the inclined
- upper surface of the lower die 1, the rear
Jower portion of the upper die 3 being pivoted
to the lower die or its support, the contiguous
frontportions of the two diesforminga clamp-
ing-space with parallel walls when the metal

to be dealt with is between the dies; 4, the

- pivot on which the upper die is supported;

5, an eccentric mounted in the sfructure

which supports the dies and engaging the
upper die and adapted to open and close the

‘dies with reference to each other; 6,a handle

—

| holes in the inclined top of the die.
pinholes are represented in the drawings by

for operating the eccentricy 7, thesheet-metal

blank clamped between the inclined surfaces
of the dies and having ifs upper front edge
projecting beyond the front face of the dies

- such distance as is represented by the metal

to be turned on the edge; 8, an adjustable
gage to serve in securing parallel setting of
the blank in the machine and to resist the

| downward thrust of the blank while the edg-

ing operation is being performed, said gage
being adjusted in any well-known manner,
as, for instance, as shown in the drawings,

by means of pins registering with a series of
These

dotted lines.

9 is a plunger adapted to be attached to

the ram of thepunching or shearing machine
employed, this plunger consisting of a hori-

| zontal bar disposed parallel with the dies and

having its rear face such distance from the
front face of the lower die as is represented
by the thickness of metal to be dealt with,
the lower rear corner of this plunger being
slightly rounded, so as not to cut the metal.

In operation the eccentrie 1s turned to open
the dies., The sheet-metal blank, of proper
width, is then placed between the dies with
its lower edge resting against gage 8, the pro-
jeetion of the upper edge of the blank from
the dies representing the extent of edge to
be turned. The eccenftric is then turned to
close the dies and firmly clamp the blank.

Plunger 9 now descends and forces the pro-

jecting edge of the blank downward into a

vertical plane solidly against the front face

of the lowerdie,the plunger in performing this
operation acting on the projecting metal with

! a rubbing action similar to the action of the

dies in a drawing-press. When the plunger
rises, the dies are opened and the blank with-
drawn, and the operation repeated on another
blank, the result being blanks with one edge
properly turned. Gage 8 1s then to be ad-
justed for a narrower width of setting, and

the blanks are to be again treated to turnthe

other edge, the previously-turnededge in the
present case coming against the gage, as in-
dicated in Iig. &.

I claim as my invention-—

In a sheet-metal-edging machine, the com-
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- bination, substantially as set forth of a 10we1“ “a plunger adapted for reciprocation past the
- die havmﬂ' a faee and top at an 'wute angle | angular elampm spaee.'f'gar:med_:be-tweeu.;'f..:-i'le_---Iorz
- to each other, an upper die pivoted fo the- -_ dIE"b - - .
~ lower die and having a lower face adaptedto|
5 _'coopemte therewith, means for :Iforcnw the --
~-upper die toward the lower one, a gage to | EVltnesses |
~ support the lower edge of a blz*mk elamped.... WL SED o
-~ between theangular surfaces of the. dies,and |  Sam D. Fr1 TTOL T

GEORGE ’W PETER
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