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Be it known thatI, DANIEL H. StoLL, aciti-

zen of the United States residing at Buff(tlo :

in the county of Erie and State of New Yo1k
have invented- certain new and wuseful Im-

‘provements in, Pipe-Corrugating” Machines; |

and I do hereby declare the followmo to be a
full, clear, and exact description of the inven-
mon such as will enable others skilled in the
art to which it appertains to make and use

‘the same, reference being had to the accom-

panying drawings, and to ﬁ@ures of reference

marked the1eon, Wthh f01m a part of this

specification.

My invention relates to improvements in
machines for corr uwatmv metal conductor-
pipes. = .

Prior to my mven’mon lengths of pipe have
been corrugated by being placed upon a sta-
tionary mandrel ‘having a series of longitudi-

nal grooves into which the metal is pressed
by r011e1s mounted upon a common head,
which travels along the stationary manchel
thus forming the corrugations upon the pipe.

The ob;jee’c of my 111vent10n is to provide a
machine of simpler construction and adjust-
ment; and to that end my invention consists,

. essentlally, of a mandrel stationary upon a

30

35

.40

45

~ 4is an end elevation.

50

reciprocating bed, a die stationary upon the
reciprocating bed prov1ded with interior cor-
rugating-grooves, and a stripper carried by a

“head rigid { upon the frame for automatically

removing the pipe from the mandrel and foro-
ing it throucrh the grooved die.

N[y 1nvent10n further consists of the com-
bination, with the above-named parts, of a
seamer carried upon the head rigid Wlth the
frame for automatically closing the seam in
the pipe and automatic means for crimping
one end of the pipe 3ust after it has been cor-
rugated. -

I will now minutely describe the mannerin
which I have carried out my invention and
then claim what I believe to be novel.

In the drawings, Figure 1 is a side eleva-
tion of my improved-machine. Tig. 2 is a
similar elevation partly in vertical 1on01tud1-

nal section. Fig. 3 is a top plan view. TFig.
Fig. 5is an enlarged

detached detail view of the carrier for the
mandrel. Fig. 6 is an enlarged end elevation

(No model.)

of the grooved die and crimper. Fig. Visan
enlar wed side elevation of the same. TFig. S
is a Vel‘mcal section of Fig. 7, showing mte-
rior arrangement of parts; and Fig. 9isa ver-
tical sectlon of Fig. 6, taken in the line & 2.

Referring to the dmwmcrs 1 is the frame,
provided on either side Wlth the longitudinal
ways 22, upon which thebed 3, g 1ooved upon
its under side, is reclplocated ThIS bed has
upon its under side the rack-bar 4, integral
therewith. - This rack-bar 4 engages with { the
gear-wheel 5, mounted upon the shaft 6. A
s‘pur-wheel 7 upon the shaft 8 intermeshes
with the gear-wheel 5. Upon the shaft 8 is
mounted the gear-wheel 9, whichintermeshes
with the spur-wheel 10, (see Fig. 4,) carried:
upon the shaft 11. ThlS shaft11 has mounted
thereon the two fast pulleys 12 and 13 and the
intermediate loose pulley 14. The belt 15is
changed from one pulley to another by the
shlftmo -rod 16, which is operated by the hand-
lever 1’7 and 111tel vening mechanism to cause
the bed-plate 3 to tlavel from left to right
and antomatically by the machine to recip-
rocate it ini the opposite direction.

18 is a smooth eylindrical mandrel, one end
of which is removably mounted in the stand-
ard 19, which is in turn pivoted upon the bed
3. (See Fig. 2.) This adjustment permits
the mandr el to be swwung to one side in order
that the section of pipe 720 to be corrugated
may be placed thereon when the mandrel is
turned back toitsoperative position, asshown
in the drawings.

21is a head rigid with the framel extend-
ing out over the bed 3. In this head i is the
shdmff block 22, which is adjusted vertically
by the serew 23 and hand-wheel 24. Depend-
ing from the lower end of the sliding block
92 is the curved arm or carrier 25, Whlch ex-
tends underthe mandrel and is pr ov1ded with
a friction-wheel 26, upon which the mandrel
carrying the pipe rides. Pivotedin the lower
end of this carrier is the spring-pressed strip-
per 27. An auxﬂlaly sliding block 28 is ad-
justed vertically in the shdmﬂf block 22 by
the screw 29 and hand-wheel 30. At the lower

-end of this auxiliary sliding block. 28 is se-

cured another spring-pr essed stripper 81, ex-
tending in the same direction as the stuppel
27 and diametrically opposite to it upon the
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mandrel 18. A spring - pressed adjustable
seaming-wheel 321s also secured to the lower
end of the sliding block 28, adapted for con-
tact with the seam 33 in the pipe upon the
mandrel 18. Upon the end of the bed 3, ad-
jacent to the free end of the mandrel, is rig-
idly secured the standard 84, within which is
removably mounted the hollow die 35, hav-
ing a series of grooves 36 around its interior
surface, the end 37 being made flaring, as
clearly shown in Fig. 9.

The operation of the parts thus far de-
scribed is as follows: A section of the pipe
with its turned-over edges loosely joined is
placed upon the mandrel, which has been
swung out for that purpose. The mandrelis
then turned in until it rests upon the frietion-
roller 26 in the carrier 25, its outer or free
end being additionally supported near the
die by the rest 38, rigid uponthe bed 3. The
motion of the bed 3 from left to right is then
started by the lever 17, and the mandrel, sta-
tionary with the bed 3, is carried along in the
same direction. The strippers 27 and 31 trail
over the pipe 20, passing between them upon
the mandrel, and the seamer 32 riding over
the loosely-joined edges of the pipe, serves to
compress them and tightenthe seam. When
the strippers reach the end of the pipe, they
ride off the same and press closely against
the mandrel, and inits retrograde movement
they engage with the end of the pipe at top
and bottom, causing it to move off the man-
drel and enter the grooved die 85, through
which it is forced. In its passage there-
through the metal of the pipe is caused to
conform longitudinally to the grooved inner
surface of the die, corrugating it longitudi-
nally. The strippers enter the die after the
pipe and force it out through the opposite
end, a pivoted adjustable holder 38 receiv-
ing and holding the finished pipe in a hori-
zontal position until it leaves the die. Just
as the pipe leaves the dic its end edges are
turned in or crimped by an automatic device,
(clearly shownin Figs. 6,7, 8, and 9,) in which
39 is a circular socket in the rear face of the
standard 34, carrying the die 35. An annular
ring40is centrally arranged within the socket
39, concentric therewith and secured by the
screw-bolts 41.  Within radial slots42 in the
ring 40 are loosely arranged the shanks 43 of
the crimping-tools 44, corresponding innum-
ber to the corrugating-grooves 36 of the die
35. Their outer ends are beveled, as at 45.
Spiral springs 46 rest in cylindrical grooves
47, constructed one half in the ring 40 and
the other half in the shanks 43 of the erimp-
ing-tools 4£4¢.  An annularring 48 rests in the
groove 39 around the ring 40, its inner edge
49 Deing beveled and in contact with the
beveled ends 45 of the shanks 43. Thisplate
is held in position by the cams 50, preferably
four in number, upon the shafts 51.

Upon the outer ends of the shafts 51 are
the levers 52, extending toward each other,
their ends being close together, but not meet-
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ing. A friction-wheel 53, upon the head 21,
strikes the ends of the levers 52, and as theéy
turn they force the cams 50 against the ring
48,which forces it inwardly against the action
of the springs 54, causing the shanks 43 of
the erimping-tools 44 to press against the end
of the corrugated pipe just as it is leaving
the die 35, which results in turning over or
crimping its end edges. The spiral springs
47 force back the crimping-tools to their nor-
mal position after the crimping operation.
Different-sized mandrels and dies may be em-
ployed, they being quickly and easily inter-
changeable in the machine, and lengths of
pipe may be seamed without being corru-
gated by simply removing the die and erimper
from its socket in the standard. The strip-
pers, being independently adjustable upon
the head, can be quickly adapted for opera-
tion with any sized mandrel, and the seamer
can be adjusted in the same manner.

I claim— .

1. A machine for corrugating pipe consist-
ing essentially of a mandrel stationary upon
a reciprocating bed, a die provided with in-
terior corrugating-grooves and stationary
upon the reciprocating bed and a stripper
carried by a head rigid upon the frame for
automatically removing the pipe from the
mandrel and forcing it through the grooved
die.

2. A machine for corrugating pipe consist-
ing of a mandrel stationary upon a recipro-
cating bed, a die provided with interior cor-
rugating-grooves and stationary upon the re-
ciprocating bed, a seamer carried upon the
head rigid with the frame for closing the seam
in the pipe and a stripper carried by a head
rigid upon the frame for automatically re-
moving the pipe from the mandrel and fore-
ing it through the grooved die.

3. A machine for corrugating pipe consist-
ing of a mandrel stationary upon a recipro-
cating bed, a die provided with interior cor-
rugating-grooves and stationary upon the re-
ciprocating bed, automatic means upon the
die for crimping one end of the pipe just af-
ter it has been corrugated and a stripper car-

ried by a head rigid upon the frame for auto-’

matically removing the pipe from the man-
drel and forcing it throngh the grooved die.

4. A machine for corrugating pipe consist-
ing of a mandrel stationary upon a recipro-
cating bed, a die provided with interior cor-
rugating-grooves and stationary upon the re-
ciprocating bed, a seamer carried upon the
head rigid with the frame for cloging the seam
in the pipe, automatic means upon the die
for crimping one end of the pipe just after it
has been corrugated and a stripper earried
by a head rigid upon the frame for auto-
matically removing the pipe from the man-
drel and forcing it through the grooved die.

5. In a machine for corrugating pipe the
combination with a mandvel stationary upon
a reciprocating bed, of a carrier extending
under the mandrel and vertically adjustable
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~ upon the head rigid with the frame and a
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spring-pressed stripper upon the carrier for
removing the pipe from the mandrel and fore-
ing it through the grooved die.

6. In a machine for corrugating pipe the
combination with a mandrel stationary upon
a reciprocating bed, of a seamer vertically
adjustable upon the head, rigid with the
frame and a spring-pressed stripper carried
by the seamer for removing the pipe from the
mandrel and foreing it through the grooved
die. '

7. In a pipe-corrugating machine the com-
bination with a mandrel stationary upon a
reciprocating bed and a friction-roller upon
the head rigid with the frame, of a pair of

levers turned by contact with the friction-
roller, cams operated by shafts carrying the
levers, an annular ring adapted to be forced
into its socket by the cams and spring-pressed
shanks carrying the crimping-tools adapted
to be forced inwardly by the annular ring, to
crimp the édges upon one end of the pipe as
it leaves the die..

In testimony whereof I have signed my
name to this specification in the presence of
two subscribing witnesses.

DANIEL I. STOLL.
‘Witnesses:
W. T. MILLER,
F. P. RUSTEN.
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