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To all whom it ma 1 conce? n:

Be it known that I, LOUIS POTTHOI‘F a,cltl—
zen of the United States, residing at New
York, (Flushing,) in the county ef Queens
and Stete of New York, have invented cer-
tain new and useful- Improvements in. Ma-
chines for Corrugating Metal,

- following is a full elem and e*s;eet epemﬁee-—
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tion.
This invention relates to maehmee for cor-
rugating and bending metal; andits object is
to construct a meehme whmh will form deep

- corrugations in the metal without breeklng,
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str etchlng, or splitting it and will form such
corrugations rapidly, thus increasing the ca-
peelty of the machine. In machmes of this
class heretofore constructed the metal to be
corrugated has been passed through rolls fo
form 13he corrugations, the COII'HGdtIOBS being
indented 1n the metal by the rolls. ThlS

- method, however, has been found to be de-
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fective in that if the metal be thick or the
corrugations to be formed be deep the metal
will be split, streteched, or cracked, and the

corrugations formed thereby make the metal

very weak. Ipropose toobviate these objec-
tions by a machine in which the corrugations
shall be formed by bending the metal 1115tead
of indenting it. In my meehme I propose to
form the emruﬂ'etmns by first bending one

edge of the meml slightly and then increasing
thls bend until the full corrugations heve
been formed.

The invention Wlll be more fully deeerlbed.

hereinafter with reference to the accompany-
ing drawings, in which—

Figure 11s a sideview of a corrugating-ma-
chine constructed according to my invention.
Fig. 2is an end view of the same, showing the
rellels s and Figs. 3,4, and 5are deta,ll views
of the rolls.

Referring to the dra awings by letters and fig-
ures, A 1epreeents the freme of the maehme
in which are mounted two shafts ¢ and b,upon

one of which is mounted the upper roll ¢ and

upon the other is mounted the lower roll d.

A suitable gearing e rotates both shafts ¢ and

batonce and isarranged forany desired speed.
Referring to Fig. 2 which 1s an end view,

50 fand g are “shafts on a line with shaft a and

carrying rolls ~ and 4, and %k and ! are shafts

on a line with shaftd and car ryingrolls m and |

of which the

'F

'depresemn 6 and two.

- ithe machme deswed

n. 'The upper 101"13 pr efer ably have two an-
nular depresswns 1 and 2 and three flanges

trated in Fig. 1. This, however, is & matter
which may be 1eﬂ'111ated at will, aeeordmﬂ' to
The rells e, end 7
and d, m,and nare arranged in the same line,
one behmd the other, as 111.11:,131 eted in Fig. 2.
According to my mventmn I propose thab
when the metel is passed through the ma-

chine the first roll shall ehfrhtly bend the

edge, the next roll bend it a-little further
a,nd Lhe third roll bend it to the full bend,
thus sta,t*tmﬂ* the corrugation.
outer ﬂenne 5 of roll ¢ has a slight piteh,
which engages the edge of the. metel and
slightly turns it. The same flange of .roll &
has a little sharper pitch, and the same flange
of roll ¢ has a pitch corresponding to the fall
bend of the desired corrugation. Thisisillus-

- trated in detail 111!F10's 3, 4, and 5, Fig. 3

representing rolls ¢ and d, Flﬂ' 4 rolls % and

- m,and Fig. 5 rolls s endfn The flange 4 and

depresemn__ﬁ in all the rolls have the same

pitch—that is, the full depth of the corruga-

tion ‘desired. On the opposite sides of the

‘rolls theincrease of pitchis the same as above
_described but inversely—that is, flange 3 of
‘roll 2 has a slight piteh, the same ﬂenﬂ'e of

roll 2 a sherper pitch, and the same flange of
roll ¢ the full depth of the corrugation.

o and p represent movable ﬂ*mdes on oppo-
51te sides of the rolls edepted to engage the

edge of the sheet of metal to be wor ked and.

to be moved in toward the rolls as the work
advances.
q represents a strewht guide-strip epposwe

3, 4, and 5 and the lower rolls one ennulal 55
flanges 7 and 8, as illus-
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the full depression of the rolls adapted to

guide the work after it has been started.

The operation of the device above deseribed

i_e substantially as follows: The sheet of metal
to be corrugated is placed in the machine so

that its edge will rest against the ﬂ*mde 0 and.

the opposite edge will pertly enfer between
the rolls to the extent of about the first
flange. Themachineisstarted and the metal
pushed into the rolls. The flange 5 of roll ¢
slightly turns up the edge of the metal, giv-
ing it about the same bend as 111ustrmed by
the heavy line in Fig. 3.

roll 7 turns up the “metal a httle more, as
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The same flange of
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shown by the line in Fig. 4. The last roll 2
rolls the metal to its full bend, as shown in
Fig. 5. The sheet of metal is then inverted
and placed in the rolls on the opposite side,
so that the bent part will pass between flange
7 of roll n and depression 1 of roll 2. This
will he]p gulde the metal; but for additional
ald in guiding the guide p 1s moved up to the
edge of the sheet of metal. The machine is
then started in the opposite direction, and
flange 3 of roll 2 slightly bends the metal to

start the formation of the next groove in the

metal. Klange3ofroll increases the groove,
and the same flange of roll ¢ forms the 1513
groove. DBy this mme one groove has been
formed in the sheet of metal and it 1s again
inverted and run through the machine on the
opposite side of the rolls to form the addi-
tional grooves. The central flange 4 and
groove 6 have the proper pitch to complete
Bhe desired corrugation, and therefore as the
metal 1s being run throunh the machine to
form new grooves the grooves already formed
will be passing thlouo*h the central flanges
and grooves and be bent into The complete
eomuadtmn

It will thus be seen that the corr ugations
are not formed in the metal by mdenmtlon
butbybending, and that the bends are gr adu-
ally made. In this way the metal &Eter be-
ing bent will keep its shape and not spread
apart, as 1s the case with all corrugations
formed by having the ridges and grooves in-

dented.

The size of the rolls, the number of rolls,
whether in rear of each other or side by s1de,
and the distance they are placed apart are
all matters of Judgment and adjustment and
may be varied at pleasure without departing

from the scope or spirit of my invention, and_

I therefore do not confine myself herein to
the precise structure here shown and illus-
trated, but consider all known equivalents
and subsmtutmns to be within the same. It
is further obvious that the rolls may be so

multiplied and disposed that the bends in the

metal may be formed successively without re-
versing the sheet of metal and, in fact, by

passing the sheet of metal through the series |

of rolls but once.

Having thus described my invention, I de-
clare that what I claim as new, and deswe to
secure by Letters Patent, is—

1. In a machine for corrugating metal, the |

2 609,294

combination of a plumhty of sets of rolls,
each sethaving a predetermined pitch on each
side thereof, and the pitch of each set in-
creasing over that of the first set in opposite
directions on opposite sides of the rolls, sub-
stantially as described.
2. In a machine for corrugating metal, the
combination of an upper and a lowel roll, one
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having a central depression equal to the full -

pitch of the desired corrugation, and two
outer flanges, and the other having a central
flange equal 60 the fall pitch of the desired
cormﬂ*atlon and corresponding with the de-

05

pression of the first-named roll and one or

more outer depressions to correspond with the
outer flanges of the other roll, the outer flanges
formed by sald last-named dep1 essions h&LV-
ing a piteh of less than the full corrugation,
Stlbstantially as described.

3. In a machine for corrugating metal, the
combination of a plurality of sets of upper
and lower rolls, the outer flanges of each set
havingapredetermined pitch whichincreases
in each set until the last set is reached, where
the flange has a pitch corresponding to the
full bend of the desired corrugation, the in-

crease of pitch of the outer flanges being in -

oppostite directions on the opposite sides of
the sets of rolls, substantially as described.
4. In a corrugating-machine, the combina-
tion of means for 5110ht1y bendmw one edge
of the metal, means for increasing said bend
until the full bend of the corr ll“d;tlon 1S
reached, means for slightly bending the un-
bent portion of the metal in the opposite di-

rection, means for increasing said bend until

the full corrugation is formed, and means for
repeating said bending operations, substan-
tially as described.

5. In a corrugating-machine, the combina-
tion of a set of rolls ada,pted to bend one edge
of the metal to form substantially a half- bend
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of one corrugation, a second set of rolls adapt-

ed to bend ,the unbent portion of the metalin
the opposite direction to complete the corru-
gation, and means for continuing said bend-
ing operations upon the unbent portion of the
metal, substantially as described.

In testimony whereof I affix mmy signature
in presence of two witnesses.

LOUIS POTTHOFT.

Witnesses:
GEO. W. HESS,
C. V. EDWARDS.
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