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57 ABSTRACT 

A swivel type stove pipe elbow having adjacent ungu 
lar sections joined end to end by interlocking slip joint 
means with each section having an axial lock seam ex 
tending to but not through the slip joint. 

2 Claims, 10 Drawing Figures 
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STOVE PIPEELBOW 

This invention is intended to improve the swivel type 
stove pipe elbow by constructing the ungular sections 
with a rigid axial lock seam which extends to but not 
through the slip joints connecting the sections end to 
end. 

In the drawing, FIG. 1 is a side elevation of one form 
of elbow, FIG. 2 is a section on line 2-2 of FIG. 1, 
FIG. 3 is a plan view of the blank from which the elbow 
is formed, FIG. 4 is an edge view of FIG. 3, FIG. 5 is 
a view similar to FIG. 4 after the ends of the blank are 
formed for a lock seam, FIG. 6 is a fragmentary view 
of the blank rolled to a tubular shape in preparation for 
joining the ends by a rigid lock seam, FIG. 7 is a dia 
grammatic view showing the parts of the rigid seam as 
sembled, FIG. 8 is a view of a FIG. 7 seam after the 
seam has been hammered together, FIG.9 is a diagram 
matic view showing the lines along which the tube is cut 
to provide the joint sections, and FIG. 10 is a sectional 
view of the joint on line 10-10 of FIG.9. 
The invention is shown applied to a 90 elbow having 

ungular sections 1, 2, 3, 4 with adjacentends of the sec 
tion joined by interlocking slip joints consisting of hol 
low annular beads 5, 6, 7 and flanges 8,9. The external 
bead 5 terminates in an inwardly extending annular 
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flange 8 which is received in internal bead 7. The inter 
nal bead 7, which is an extension of external bead 6, 
terminates in an outwardly extending annular flange 9 
which is received in bead 5. The beads 5, 6 are in sub 
stantially abutting relation and the flanges 8, 9 prevent 
axial separation of the sections. By reason of the over 
lapping of the flanges 7, 8, the adjoining sections are 
held together but are free to swivel to adjust the rela 
tive angular position of the sections. 
The manufacture of the elbow starts with a generally 

rectangular blank 10 having end edges provided with 
notches 1-16 inclusive and with the end edges bent as 
indicated at 17, 18. Notches 11, 12, 13 are respectively 
directly opposite notches 14, 15, 16. After the initial 
bending as indicated at 17, 18, the end edges are fur 
ther bent as indicated at 19, 20 to form sections which 
may be interengaged to form rigid lock seams. The 
bending to form the sections 19 is along dot-dash line 
21 and the bending to form section 20 is along dot-dash 
line 22. Both of the lines 21, 22 are substantially 
through the bottoms of the notches 11-16 inclusive. 

In the initial assembly, the blank 10 is first rolled in 
the form of a circular tube 23 as shown in FIG. 6. The 
end edges of the rolled tube are then interlocked as 
shown in FIG. 7 and the interlocked seams are then 
hammered or pressed together to form the rigid lock 
seam as shown in FIG.8. Outside the notches 11-16 the 
lock seams have five thicknesses of metal and are, 
therefore, rigid. In the areas occupied by the notches 
11-16 there are only two thicknesses of metal as indi 
cated by the section on line 10-10 of FIG. 9. From 
one aspect, the notches 11-16 interrupt the lock seams 
joining the end edges of the blank. The operations up 
to FIG. 9 are performed by lock seaming equipment. 
Other forms of lock seams which will prevent displace 
ment of the end edges may be used. 
After reaching the stage of FIG. 9, the remaining op 

erations required to complete the elbow are performed 
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2 
by slip seam forming equipment. The tube of FIG. 9 is 
cut in planes oblique to the axis of the tube and be 
tween adjacent ends of the lock seams as indicated by 
dotted lines 24, 25, 26 to form the ungular sections 1, 
2, 3, 4. The cut lines extend through the mid sections 
of notches 11-16 and are spaced from the adjoining 
ends of the lock seams so as to provide material for 
forming the slip joints. The machine which performs 
the cutting operation also forms the interlocking slip 
joint seams 5-9 inclusive. One of the cut edges is 
formed with external bead 5 and flange 8. The adjacent 
cut edge is formed with external bead 6, internal bead 
7 and flange 9. The edges of flanges 8, 9 are on the cut 
lines. 
The ungular sections are assembled to form the 

elbow by compressing the beads 6, 7 radially inward 
until the flanges 9 clear the flanges 8 and can spring 
outward into the beads 5 upon release of the compres 
sion forces. The rigid lock seams 17, 18, 19, 20 prevent 
slippage during the slip joint forming and assembly op 
erations. The manufacture is completed by crimping 
the end of section 4 as indicated at 27. 
The rigid axial lock seams 17, 18, 19, 20 are exam 

ples of a general type of seam which may be used. Such 
seams are adapted to high speed mass production. Such 
seams also produce a rigid construction which inn 
proves the structure and operation of the elbow. 
The particularlock seam shown is known as a double 

roll hammerlock seam. 
What is claimed is: 
1. The method of making a swivel type stove elbow 

comprises the steps of forming a generally rectangular 
piece of sheet metal with opposite end edges having 
notches opposite each other, rolling the rectangular 
piece to a tubular shape with said end edges extending 
axially and with one end edge overlapping the other 
end edge, said notches registering and the bottoms of 
the notches in each end edge being overlapped by a 
portion of the sheet of the other edge, and forming the 
material outside the notches in rigid lock seams of the 
type which prevents displacement or unlocking of said 
end edges, the end edges in the space between said ad 
jacent lock seams having only two thicknesses of metal 
in overlapping relation and the adjacent lock seams 
being axially spaced from each other a distance suffi 
cient to provide material on opposite sides of a cut be 
tween the lock seams in a plane oblique to the axis of 
the tube for forming interlocking slip joint means be 
tween the sections formed by the cut, cutting the tubu 
lar shape in planes oblique to the axis of the tube and 
between adjacent lock seams, forming the material on 
one side of each cut into a first external annular hollow 
bead terminating in an inwardly extending flange, 
forming the material on the other side of each cut into 
a second external annular hollow bead joined to an in 
ternal annular hollow bead terminating in an outwardly 
extending flange, and assembling the sections on oppo 
site sides of each cut with said inwardly extending 
flange in said internal bead and said outwardly extend 
ing flange in said first bead. 

2. The method of claim 1 in which said lock seams 
are double roll hammerlock seams. 
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