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R 7_ MACHINE FOR CORRUGATING s IEET METAL

Speclﬁeetlen ef Lettels Patent

atented I‘eb 8 1910
Serlal Ne 489 864 | e

-- '_fTe eté wbom, et may concem '

“Beit-known that I, Jorx J RIGBY a citi-

“zen of the United States residing in the bor- |

~ough of Brooklyn, eeunty of Kings, city and
5 State of New York have mvented certain

B fli'f'ff'f"-‘fi‘:_O.-*-{chme for making corrugated sheet metal,

’ ':‘ o and eepe(:lally such metal w1th dovetalled.:

L " corrugations.
o~ useful for the manufacture of Jathing where
oo the dovetailed shape of the corrugations

- new and useful Improvements in Machines
S o for Corrugatmg Sheet Metal,. of Whl(‘h ’rhe
. following 1s a R ?
. This invention aims to provide a new ma-Q

-specification.

Metal of this sort is especially

serves to retain the plaster most- eﬂ?ectwely

It 1S adapted also for various other uses.

The accompanying drawings 1111,1str{,1te an

,f'embodlmeﬂt of the nvention.

- Figure 1 1s a perspective view ¢ of part of
a sheet, of the finished work ; Fig. 2 is a front
" elevation of the dies used in making it,
- mounted on a simple press; Fig. 8 is a

N T elevatlen of the dies with. the bed of the | moval of the eellu,.eeted metal from the in- - :

turned upper portions of said die (Fig. 7). 2

e1cle

: press in section to show the sprmo* of the

. lower die;
-~ parallel to Iig. 2 Showmo sueeeeewe 1’)051-
AT 'tmns of the mechamsm B |

TFigs. 4, 5, 6 and 7 are sections

Referrmg to the p%rtteiﬂar

""'fﬁf""':,': .”*ff:f“f"'-?_f--'i*111u8t13ted A and B are respectively an

80 upper and a lower die, which may be car-

' 11ed the lower one upon the bed C and the

. upper one upon the slide D of a press.
o press shown is a simple one-revolution press;
ot that 1s to say at each operation of a pedal
TR the erank shaft makes one 10@1:1011 and then
. stops. until the pedal is again operated.
~ feed is by hand, and springs are depended |

The

. upon for cer tain movements as ‘hereinafter
- described in detail; but the 11“we1’1t1011 may

. © 40 be applied to automatic presses which run

:if'ﬁ“eentmuously with automatic feed of the

ST ~work and Wlth positive movements in place

 of the spring movements referred to. The
. metal is fed to the machine in long stmps

of a width depending on the w1dth of the

,.; bed of the machine from fI'Ol'lt to back (Sa’

"6 inches to 10 feet for example).

‘At each

- operation of the machine a new eorrugatlen

fﬁff- “.1s made, the metal being fed forward each
e B0

step a sufﬁc1ent distance beyend the die (see |
to allow enough metal at the point

g. 4)

E to be drawn back to form the fa,r 51de of
T "'-’“3'-the bend or corrugation. '

The metal 15 grlpped betWeen the dles A

former, whereupon the _
| _traeted (Fig. 5) to press the upper part of
“the corrugation inward against the hollow
‘sides of the upper die, thus producing the
overhanging or dovetailed shape desired.
-T11ereafte1 the upper die is contracted so as
to permit its removal through the narrow
‘space within the corrug oation (Fig. 6), and

1eehamsm |

| rlers

fmd B each ef which 1S composed of two
- parts so as to be expﬂnslble and contractible.
In the initial position (Fig. 2) the upper
“die is contracted and the lower die expanded.

55

TATES PATENT OFFICE,

JOHN J RIGBY OF NEW YORK N Y ASSIGNOR 'I‘O E. W BLISS COMPA'NY

~ LYN, NEW YORK, A CORPOBA'I‘ION OF WEST VIRGINIA.

The upper die 1s then brought down upon_ .

| the work and expanded to the position
4 before any substantial
It saves power, and. =~
‘saves etretchmo the W(}Ik to expand this

die before 1t is en-fraﬂed 1n the bend 1ether o
“than after.

shown in Fig.
bending takes place. -

"The lowel die continues in the
expanded - position until the upper
presses the metal into t

 ;

the lower die is G"‘ip‘lnded to permit the re-

| These several adjustments and movements
+ may be effected by a variety of mechanisms. 80
In the example of the upper die shown, the

65
die
e bottom of the
lower die is con--

_7'0'
75

80 .

die is divided into two halves F and o

“dies are pressed umwrd toward each other .
by means of springs H in blocks J of the

“along a line ]ﬂlallel with the. cemuwatlons,_”_
“and “these two halves are arranged to be

T forced apart by a wedge or key G. The half
he |

die carrier K. The wedge carrier L is a

In the position of Fig.

possible below the wedge carrier,

block similar to the die carrier K and con- =
j-.11ected thereto by means of screws M, Fig. 90 .
5, (this fioure being taken in a ])1‘111e of;;f BB
[seetlon dlfferent from that of Fig. 4 for the =~ -
purpose of showing these selews) ‘which are -
fastened to the d1e emler K and extend
upward into recesses in the wedge carrier
L forming ouides and allowing a substantial
vertical movement of the dle carrier rela-
tively to the wedge carrier. o
‘also arranged between the two carriers K- -
and--1s- tendmg to press them always apart
and located 1in vertical sockets 111 the car-
1 the die -
carrier K is pressed downwald as far as
‘so that
“the wedge is WlthdI'ELWIl from between the
two halves of the die, and these two halves
are pressed toward each other to contract
the dle bV means of the sprmcrs H When L

95
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the two carriers K and L are pressed toward

each other as in Fig. 4, the wedge G ex-
pands the die. -

In the lower die B illustrated, the die is
composed of two halves O and O’, also di-
vided parallel with the corrugations, and
each half 1s provided with a cylindrical rib
P on its outer lower cormer which is ar-
ranged 1n a corresponding socket in the die
carrier , so as to permit each half of the
die to pivot about said corner, and thus to
cause the expanding and contracting of the
die, and especially of its upper portion,
since the latter is farthest away from the
pivot points. The lateral positions of the

plvots causes the contracting of the die with- |

out the necessity of any special mechanism
tor the purpose whenever the upper die
moves downward and presses against the
bottom of the lower die.

The two halves O and O’ of the lower die
are held apart until the time when they are
to be contracted by means of a wedge or
key R, located on the line between them and

pressed upward by any suitable means, such |
- as the rubber spring S shown in Fig. 3, and

which 1s supported upon a plate T carried
by a rod U fastened under the bed C of the
press. The rubber spring S bears upward
against a plate V carrying pins W which en-
gage the under side of the key R. Project-
g upward from the edge of the key R are
one or more projections X, approximately
equal 1n height to the depth of the die, so
that their upper ends lie on a level with the
upper edges of the die. |

These devices serve several purpeses.
When the upper die comes down to the
point shown in Iig. 4, it is supported there
by the projections X until the wedge G has
been forced in between the two halves of the
die to expand it. The wedge G and the
upper die being then moved down positively,
carry the projections X, and with them the
keys downward to such a point that the key
no longer interferes with the contraction of
the lower die; and the continued movement
of the upper die causes the lower die to con-
tract in the manner previously explained.
On the return movement the projections X

scribing witnesses.

serve as an ejector to lift the work out of |

2 . 948,551

the lower die in the manner indicated in

10 ig.' 7.

After the work i1s removed from the ma-
chine i1t shows a tendency to gradually re-
cduce the overhang of the corrugations. This
tendency may be allowed for by making the
overhang greater in the dies A and B than
1s to be finally desired. -

Where 1t 1s desired to do the work auto-
matically and rapidly, positive means may
be substituted for the springs N and S. In
such machine also the lower dies or the rear

one of them may be lowered after each -

operation so as to permit the feed to con-
tinue without lifting the stock.

What I claim 1s:— '

1. A machine for forming dovetailed cor-
rugated sheet metal comprising expansible
and contractible inner and outer dies, a

- stop for retarding the advancement of the

inner die, means acting by a movement
toward the outer die for expanding the
inner die while held by said stop, and means
for advancing the mner die.

2. A machine for forming dovetailed cor-
rugated sheet metal comprising an expansi-
ble lower die, a key for holding the same ex-
panded, said key being removed from its
operative position upon the pressing of the
metal 1nto said die so as to permit the con-
traction thereof.

3. A machine for forming dovetailed cor-
rugated sheet metal comprising an inner die,
an outer die, the latter comprising two halves
O and O’ pivoted at their lower outer cor-
ners, a key R for holding the parts O and
O’ separated, and a projection X upon the
key R adapted to be engaged and moved
downward by the downward movement of
the inner die, so that such movement with-

draws the key R and the pressure of the

inner die upon the bottom of the outer die
brings the parts O and O’ of the latter to-
ogether. =

In witness whereof, I have hereunto
signed my name in the presence of two sub-

JOHN J. RIGBY.

Witnesses:
D. AxtHONY UsINa,
Frep WHITE.
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