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This invention relates to'the manufacture

from .sheet metal of sinks, wash bgsins and

_ the like of the type which are provided with
a comparatively high back lying in a plane

. & substantially at right angles to the plane of

the top of the sink or basin. Sheet metal '

sinks and basins have heretofore been made
of two types, the first in which the bowl and
the back are separate parts bolted together

10 and the second in which the bowl and back -

are welded together. The appearance of
each .type is objectionable, the objection to

~ the first type being-that the heads of the
bolts are visible and that a crack is left
16 between the parts, and the-objection to the
second type that it is difficult to make a
satisfactory welded joint without the joint
being more or less noticeable in the finished
enameled article; : :
In the second case there is also another
very serious. objection and that is, with a
back welded on in this manner, there is very
little support from the back for the front
part of the bowl, and consequently due to
the application and removal of weight at the
front part of the sink, which occurs in ordi-
nary use, the latter bends at the angle, which
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results in the early cracking and chipping .

of the enamel along the line of weld, thus
- further disfiguring the sink or basin. .
These disadvantages have resilted in the
restriction of stamped metal constructions to
use in places where appearance is an unim-
portant consideration. R
5 = My object, therefore, in the present inven-
tion is to devise a stamped metal construe-
tion which will retain the advantages of
cheapness and light weight which were char-
acteristics of the earlier constructions, as
compared with the well known cast iron
-sinks and wash:basins, now in use, but which
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" will be the equal in appearance of the cast.

iron. article. = - _

I attain my object by forming the bowl
and back of the sink or basin from an'inte-
gral sheet of metal according to the processes

'S
v

hereinafter described and illustrated in the"

accompanying drawings in which
¥ig. 1 is a longitudinal section of a sheet
of metal from which the sink or basin is
formed; . . T S
Fig. 2 a longitudinal section of the sheet
. showing it after the first step of drawing te
form the depression or bowk - = ©

b}

-

- on the back:.

Fig. 8 a similar view after the second step
-of drawing; ' Lo :

S

_Figs. 4 and 4%, a‘éection and plan resf}éc--
tively, illustrating the sheet with the depres-. -

sion at the finished depth;

Fig. 5. a sectional view 1
sheet as it appears after the drawing down

llustrating the-

of its edge to form the roll on the bowl and..

back;-

Figs. 6 and 6* are resnectively end and'.:;

plan views showing the sheet ready for the.

turning up of the back;-
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_Figs. 7, 7 and T are respectively sec: -
tional end and plan views after the turn--

ing up of the back; v Lo

- Fig. 8 a sectional view showing the filling
of the gap formed by turning up the back
and the formation of the stiffening flange

Figs. 9 and 9* are respectively end and
plan views of the finished sink; :
Fig. 10 a section of a wash basin after
the formation of the depression; the roll on
the back and the apron; L
Figs. 11 and 11° side and plan views re-
spectively of the basin ready for the turning
up of the back; ‘ '

up. of the back; and
Fig. 18 a sectional view of the finished
wash basin. - .. o Lo
In the drawings like numerals of refer-
ence indicate corresponding parts in the dif-
ferent figures. o . » .
1 is a'sheet of metal from which the sink
or wash basin is to be formed. - -

_ In Figs. 2 to 9 I.show the various steps
.in forming a sink. - The first step is to form
the depression 2. .. Owing to the depth of the

Fig. 12 an end elevationi after the turning -
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depression, it is found in actual practice that

at least three drawing operations are neces-
sary to get the required depth without frac-
- turing the metal, the result of the first stage
or operation being shown in Fig. 2, the re-

sult of the second stage or opération being

shown in Fig. 3, and the final stage or opera-

tion being shown in Fig. 4 -

100

These several steps are all of great fm-

portance 'as above -mentioned, ‘as only ' by
progressively drawing the metal is-it: pos-

shown in Fig. 4. -

sible to obtain the relatively great depth. 10

For the sake of appeﬁranc'e, as well as fof :
the purpose of imparting stiffness’ and -
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strength to the sink, and to enable it to
stand up without warping during the opera-
tion of enameling, both the bowl and back
are provided with an integral roll or rim 3.
The sheet after the formation of the bowl

'is substantially of the shape shown in plan

in Fig. 4% but before shaping and drawing
the metal to form the roll or rim, it is pref-

erable to trim off the sheet as shown on the -

dotted line in said figure so as to leave
just sufficient material to form the roll or
rim. The next step is the shaping and draw-
ing of the metal to form this roll or rim as
in Fig. 5. As the back is provided with an
inwardly directed flange, the trimmed sheet
will be of greater width at this portion.
The next step is the shaping and drawing
of the metal to form this roll or rim as
shown in Fig. 5. This may be done in one
or more stages as may be most convenient,

"having in mind the characteristics of the
metal employed. For a roll or rim of the

type shown usually one operation will be
sufficient.

The roll or rim having been formed, the
next step is to notch or cut away a portion
of the metal at 4, where the bowl and back
meet, the cut being at least substantially as

" long as the width of the roll or rim, the

30

- 38

40

portant as wi
It will be also noted from Fig. 5 that:

45

notch having its greatest width in alinement
with the highest part of the roll and nar-
rowing off towards each end.

As, however, the inner corners of the de-
pression 2 are rounded, (see particularly
Fig. 6*) the notch 4 is extended inwardly
as 'a narrow slot to the point where the
{)oulx;de'd corner meets the flat portion of the

ack. ‘

A dlit 5 is then cut through the side of

‘the roll or rim as shown in Fig. 6.

The cutting of the metal at 4 is very im-
ill shortly be apparent.

the metal is drawn down deeper at the ba_ck
to provide material for the flange 9, herein-

- after referred to, and that it merges into the

50

shallower front.. - - . _
The next step is to bend the back to oc-

cupy a position at substantially right angles

to the plane of the top of the bowl as shown

. in Figs. 7, 7* and 7.
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~the ‘ends of the roll to close the notc

Simultaneously the ends 3* of the roll on
the bowl are curved upwardly and the ends

3b of the roll on the back are curved for--

wardly so that the ends meet, thus not only
closing the formed by the notch 4, but

28D, ;
-also, when weHded together as hereinafter

referred to, form braces which stiffen: the
connection between the bowl and back. It
will also be noted that by the curvi czf
the extra material provided by merging the
roll on the back with the roll on the bowl

has at least partially disappeared, and any.

surplus left 18 trimmmed off later _in the proc-

-stantially ri
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ess to make the roll of substantially uniform
depth all around the bowl.

In the bending-up operation, gaps 6 are
formed as shown in Figs.'7 and 7% In-

serts 8 of metal are placed in these gaps and 7

welded in position and the ends 3* and 3° of
the rolls on the bow! and back will be welded
together. ' :

[~

"The edges of the roll are then trimmed,

and for the purpose of stiffening the back,
the edge of its roll is bent inwardly to form

A1}

a flange 9, (see Fig. 8). Any final trim-

ming necessary is now done.

All rough parts are then ground smooth

and the sink is then ready for enameling in
an ordinary manner. .

Wash basins will be constructed in sub-
stantially the same way as the sink, although
in the drawings certain of the intermediate
stages are not illustrated. '

. In Fig. 10 the basin is shown after going
through steps corresponding to those shown
in Figs. 8 to 5 as applied to the sink. Usu-
ally, however, owing to the depth of the
apron .on the bowl, two operations will be
required to get the required depth instead
of one as in the case of the sink.
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In Figs. 11 and 11* the basin is shown )
ready for the bending up of the back after. -

having been notched at 4 and slit at 5 in

the same manner as the sink.

05 -

. Fig. 12 shows the back bent up at right .

angles to the plane of the top of the bowl
and the ends 38* .and 3* bent to close the
notches 4. Any slight”drawing up of the

‘rear corners 3¢ of the apron due to the up-
-ward bending of the ends 8* which may -
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take place, is taken care of in the trimming -

of the apron. Owing to the depth of the

rim, this drawing up of the rear corners is,

however, scarcely noticeable in any event.
Inserts are we{

108

ded in place to fill the gaps

7 formed by bending up the back just as .

in the case of the sin
seribed. S _ )
As shown in Fig. 13, the edge of the roll

hereinbefore de-
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on the back is bent in to form a stiffening

flange 9, and also the lower edge of the
apron is slightly inturned as shown.

After the necessary grinding and cleaning
the basin is then ready for enameling.
.~ What I claim is: .

5

1. A process of forming sinks; wash basins -

‘and the like which consistsin drawing down
an integral sheet of metal in a plurality

of operaticns to form the fluid receiving

120

bowl, leaving at one side sufficient metal to -
form the back; bending the edges of the -

sheet downwardly to form:a roll for the bowl :
and back; cutting the sheet at opposite sides *<*. .
ng of the roll where -

to permit of ‘the bendir
back and bowl meet; bending the sheet to
cause the back to occupy a position at sub-

] %1 ngles to the main part of
the article; briaging the cut edges of the

130
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" front of the roll into juxtaposition; and

welding together the edges.

2. A process of forming sinks, wash basins
and the like which consists in drawing down
an integral sheet of metal in a.plurality of
operations to form the fluid receiving bowl,
leaving at one side sufficient metal to form
the back; bending the edges of the sheet

- downwardly to form a roll for the bowl

and back ; cutting the sheet at opposite sides
to permit of the -bending of the roll where
back and bowl meet; bending the sheet to
cause the back to occupy a position at sub-
stantially right angles to the main part of
the article; bending the adjacent ends of the
rolls on the bow! and back in a curve to bring
the cut front edges into juxtaposition; and
welding said edges together whereby the

. rolls of the bowl and back are connected

by a longitudinally curved brace having ap-

. proximately the same cross-sectional curva-

30

ture as the rolls. - :
3. A process of forming sinks, wash basins
and the like which consists in drawing down

an integral sheet of metal in a plurality of .

operations to form the fluid receiving bowl,
leaving at one side sufficient metal to form
the back; bending the edges of the sheet
downwardly to form a roll for the bowl-and
back; cutting the sheet transversely at op-
posite sides at the junction between the bowl
and back to form a slit through the side of
the roll, the roll provided with a wide notch

“back;
permit of the bending of the roll where back 5

at top and also provided with a narrow slot
at the inner side of the notch extending into
the sheet; bending the sheet to cause the
back to occupy a position at substantially
right angles to the main portion of the ar-
ticle; bending the adjacent edges of the front
of the rolls on the bowl and back in a curve
to bring the front edges into juxtaposition;
and welding said edges together whereby
the rolls of the bowl and back are connected

by a longitudinally curved brace having ap--

proximately the same cross sectional curva-
ture as the rolls. ‘ ’
4. A process of forming sinks, wash basins

_and the like which consists in drawing down

an integral sheet of metal in a pluralify of
operations to form the fluid receiving bowl,
leaving at one side sufficient metal to form
the back; bending the edges of the sheet
downwardly to form a roll for the bowl and
cutting the sheet at opposite sides to

and bowl meet; bending the’sheet to cause
the back to occupy a position at substantially
right angles to the main part of the article;
bringing’ the cut edges of the front of the

roll into juxtaposition; welding together the
edges; and bending inwardly the edges of

the roll on the back to form a stiffening

flange. - - o _
Signed at Toronto, Canada, this 14th day

of February, 1927. . :

FREDERICK S. CORRIGAN.
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