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Toy el 1efron (F 1t c010CCTRL:
Be 1t known that [, Epgar R. STODDARD,
a citizen of the United States, residing at De-
troit,
AJRIT 1110*{111
se ful lmplm etnients i Dies for Drawing

"ol which are substant ally parallel, but the

in the countv of Wayne and State of
have invented certain new and

Sheet-Metal Vessels, of whieh the following

to the accompanying drawings.
The invention relates to dies for drawing
sheet metal, bemmge particularly desiegned for

is a specification, reference being had therein
R0

| bdld [111{1'0%-1

the formation of aheot metal Teaaola such as
Card B, which in turn is supported upon the

bath-tubs.

s drawn mto various shapes by dies.

[n the present state of the art sheet metal

Where |

the walls of the drawn shell are par .;11161; as 1 -

cviindrical vessels, they may be
their final ahdpe W 1thout diffict

Lty

tormed 1
but

where sald walls are tapering or in meclined
relation to each other body wrinkles or cor-
rugations are formed n said walls during
the drawine of the blank which cannot be

completely straightened out between the !
dies. The reason of this 1s that with the |

parallel walls the space between the male
and female dies 13 only suflicient to receive
not

the thickness of the metal blank and wﬂ"
permit of the formation of body-wrinkles;
| he walls of iho

ut with the tapering form t
dies m the mitial operation are separated
cach other a constderable distance,
1 permits that portion of the met tal
which has passed 16 to form into kinks or cor-
FUZEIONS.

1t is the object of the present invent
avord the formation of said body wrinkles
or corrugations by constructing a die
which the walls of the male and female dic
are maintained moall parts of the operation
m such proximity to each other as to permut
only the thickness of the metal blank there-
between.

With this object m view the nvention
consists 1 the construction as hereinafter
set torth.

In the drawmes, Fieure 1 1s a longitudinal
section through The dies.  Fi 1, 2 138 & Cross-
sSeehion thuwol.. |
A is the female die, which, as shown, 1s of

whie

1011 tO

so a shape to form o bath-tub, the side walls «

1 |

—-— s . A TR e R e

end walls O and ¢ are 111(,11110{1

B is the male die, which 1s adapted when
I engagement with the die A to conform to
the blmpe thereof.  This die B 1s formed m
two sections C and D, which are centmlh
joined to each other by interlacing lingers
and f, the arrangement being such that tho
jons C and D are m]ml)lo of being sepa-
rated longitudinally  without {lm}numrmtr
The die B is auppmtml upon
and actuated by a vertically-movable stand-

table " of a press acting hydraulically or by
any other suttable means.” The standard I
engages with the sections Cand D, preferably
by providing sald sections w ith the side
flanges ¢, w hich longitudinally shdingly en-

oage with grooves i the ""Lamltud E. To
pemut of the slic ling of said flanges durmg
operation, antifriction-rollers i are pwle ably
arranged between the sections and st tandard.

(v 1s a wedege arranged centrally within a
recess formed betw cen the sections C and D.
The inclined walls y and £ of this wedge are
respectively arranged to be sul)amntmlh
parallel with the w alls b and ¢ of the female
die. The wedge G is attached to a suttable
support, Whmh as shown, consists of the

- voke M, passmg through apmtuwb in the

btdllddld B and engaging with the blank
holding plate I, which is arranged parallel to
the b lmlx—-hoh]mw flange J on the female die.
The flange 113 held to pww Hw blank against
the '1L1mre J by any suitable deviee, such as

i\

' h dmullc yresses I
-y 1

Theparts being constructed as described, in
operation the sheet-metal blank, such as 1, is
first placed between the blank-holding plate
1 aml the flange J, the male die hemﬂ with-
drawn. The ‘JLL[C‘ [ being then secured in
position by pressure ol the hydraulic presses

- K, pressurc is applied to the male die through

the medium of the table F and standard l*

In the mitial position of parts the sections C
and D of the male die are separated from
each other a sutlicient distance so that the 1n-
ner portion of said die will just permit the
thickness ol the sheet-metal blank between
1t and the walls 6 and ¢ of the female die.
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These sections C and D are, however, held in
this position merely by the inclined walls 4
and & of the wedge G, and as this wedge 1s
stationary during the upward movement of

the male die it is evident that the sections C

and D will be permitted to collapse or move

toward each other as they are lifted and
forced into the female die. The arrange-

ment is such that in each position of the sec-
tions C and D during their upward move-
ment the end walls thereof will be separated
from the walls b and ¢ merely a sufficient dis-

tance to receive the sheet metal, but not |

enough to permit of any wrinkling. As a re-
sult the metal will be formed to exactly the
shape of the dies in a single operation of the
press.

I clatm—

1. The combination with the female die,

having a tapering wall, of a male die adapted
to conform to the shape of said female die
when in engagement therewith, and means
for maintaining the inclined walls of said
male and female dies in substantially um-
form proximity throughout the inwardmove-
ment of the die.

2. The combination with the female die
having an inclined wall, of the male die of
corresponding shape, when 1n engagement

therewith said die being formed of separable

sections, and means for moving said sections
in relation to each other during the mmward
movement of said male die, whereby the 1n-
clined walls of said male and female dies
throughout are maintained in substantially
uniform proximity during the movement.

3. The combination with the female die
having an inclined wall of a male die having
a correspondingly -inclined wall and formed
in separable sections, a wedge correspond-
ingly inclined adapted to separate said sec-
tions when said male die is withdrawn and

787,059

permit the iInward movement of said sections
as sald male die 18 moved inward, whereby
said inclined walls are maintained in substan-
tially uniform proximity during the opera-
tion.

4. The combination with the female die

havingsubstantially parallel sidewallsand an

inclined end wall of a male die correspond-
ingly shaped, formed 1n longitudinal, separa-
ble sections, a vertical movable standard for
actuating sald male die, and a stationary

45

50

wedge correspondingly inclined engaging sec-

tions of said male die adapted to separate the
same 1n the initial Inward movement and to

permit the gradual collapse, or moving to-

oether, of said sections during the inward
movement, whereby the walls of said dies
are maintained msubstantially uniform prox-
imity during the operation.

5. The combination with a female die hav-
ing an inclined wall, of a male die having a
correspondingly-inclined wall, said ‘male die
being formed In two sections having inter-
locked inner edges, a wedge adapted to sepa-
rate said sections when said male die 1s with-
drawn and permit the inward movement of
said sections as sald male die 1s moved 1n-
ward. |

6. In a device for drawing sheet metal, a
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male die, and means whereby the drawing

edge of said die 1s contracted 1n length during
the drawing operation. .
7. In a device for drawing sheet metal, a

male die comprising separable sections per-

mitting the drawing edge of said die to con-
tract in length during the drawing operation.

In testimony whereof 1 affix my signature
in presence of two witnesses.

EDGAR R. STODDARD.

Witnesses:
Jas. P. BArRry,

H. C. SmrTH.
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