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22 Claims. (c. 113-120) 
This invention relates broadly to containers and 

the manufacture thereof. It relates inore par 
ticularly to the nanufacture of containers such 
as wash tubs and the like made up of assembled 
body and closure members. It relates still more 
particularly to the manufacture of composite 
sheet metal containers and to certain novel steps 
in the manufacture thereof by which the speed 
and facility of Ina:nufacture are increased, the 
cost decreased and a superior product produced. 
This application is in part a continuation of 

my copending application Serial No. 557,205, filed 
August 15, 1931. 
My invention has particular, although not ex 

clusive, application to the manufacture of non 
circular containers and especially containers 
having One or more peripherally straight or gen 
erally flat wall portions. It may appropriately 
be described in connection with the manufac 
ture of containers such as sheet metai wash tubs 
which are of generally rectangular cross section 
but with rounded corners and which are pref 
erably Cutwardly and upwardly flared. Certain 
of my improved manufacturing steps enable the 
manufacture of containers of this type in quan 
tity at high Speed and low cost and solve par 
ticular probleins peculiar to the manufacture of 
non-circular tubs. 
The invention may best be described by ex 

plaining its application to the manufacture of 
a Specific product, and for purposes of illustra. 
tion only. I will describe the invention in con 
nection with the manufacture of an outwardly 
and upwardly flared substantially square sheet 
metal Wash tub having rounded corriers and an 
attached bottom. However, as will appear as 
the description proceeds, certain features of the 
invention are not limited to the manufacture of 
a container of this specific type out have con 
siderably wider application. 
Other details, objects and advantages of the 

invention will become apparent as the following 
description of certain present preferred nodes of 
practicing the Saine proceeds. 
In the accompanying drawings have illustrat 

edi in a more or less diagrammatic nanner the 
manufacture of a container, and for the pur 
pose of clearly explaining certain of the steps 
I have shown certain mechanisms which may be 
used. Most of the mechanism is of such chair 
acter as to be sufficiently understood from the 
description of the process, and, as no clair to 
the mechanism is made herein, all of it, is not 
illustrated in the drawings. 

In the drawings: 

Figure i is a plan view of a sheet metal blank; 
Figure 2 is a view similar to Figure of the 

blank shown in Figure 1 but having its edges 
deformed; 

Figure 3 is a cross Section taken on the line 
Ii-II of Figure 2; 
Figure 4 is a view of the blank shown in Fig 

ure 2 but having its body portion deformed; 
Figure 5 is a view of the blank shown in Fig 

ure 4 as viewed from the bottom of such figure; 
Figure 6 is a plan view of a container body 

member formed by assembling four of the blanks 
shown in Figures 4 and 5; 

Figure 7 is a cross section taken on the line 
WII-VII of Figure 6; 

Figure 8 is a view of a blank for a rim strength 
ening member With a portion removed; 

Figure 9 is a view of a rim strengthening mem 
ber formed from the blank shown in Figure 8; 

Figure i0 is a vertical cross-sectional view 
through the body member shown in Figure 6 hay 
ing rin strengthening means applied thereto and 
a rim formed thereabout; 

Figure 11 is a view similar to Figure 10 show 
ing the blank after having been subjected to a 
deforning operation to provide therein a 
Strengthening rib and a flange for attachment 
of a bottom closure member; 

Figure 12 is a view Similar to Figure show 
ing the blank after having been subjected to an 
other deforming operation to provide therein ad 
ditional strengthening ribs; 

Figure 13 is a plan view of a, botton closure 
inenber; 

Figure 14 is a cross section taken on the line 
XiV-XIV of Figure 13; 

Figure 15 is a view similar to Figure 2 show 
ing the body member assembled with the bottom 
closure renber; 

Figure 6 is a view Siirila, to Figure 5. Show 
ing the botton closure member applied; 

Figure 17 is an enlarged partial vertical cross 
Sectional view of a portion of the construction 
shown: in Sigire i8; 

Figure 3.8 is an elevational view of the finished 
tub showing a, andle and Wringer clip attached 
thereto; 

Figure 19 is a perspective view of a finished 
tub having handies but no Wringer clips; - 

Figure 20 is a partial inverted plan view of die 
rechanism; 
Figure 2i is a compound vertical cross-section 

all view of the die mechanism shown in Figure 20 
and illustrating the parts thereof in two different 
positions; 
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Figure 22 is a vertical cross-sectional view of 

other die mechanism; 
Figure 23 is a view similar to Figure 22 of other 

die mechanism generally similar to the die mech 
anism shown in Figure 22 and taken on the line 
XXIII-XXIII of Figure 24; and 

Figure 24 is a compound plan view partially in 
horizontal cross section of the die mechanism 
shown in Figure 23 showing the parts in two 
different positions. 
The invention will be described in connection 

With the manufacture of tubs such as shown in 
Figures 18 and 19. These tubs are of generally 
rectangular, and preferably square, cross section 
but have rounded corners and are flared up 
Wardly and outwardly. They have separately 
attached bottom closure members, and the body 
members "thereof are preferably made up of a 
plurality of connected blanks. Such body men 
bers are provided with peripherally extending 
strengthening ribs and with rim strengthening 
means about which the rims are formed. Han 
diles are applied and wringer clips may or may 
not be applied as desired. 

Referring now more particularly to Figures 1 
to 5, inclusive, there is provided a quantity of 
Substantially flat sheet. metal blanks having the 
shape shown in Figure 1. Each blank 2 is of gen 
erally tapered construction having top and bot 
tom edges 3 and 4, respectively, viewing Figure , 
each of which is substantially straight through 
Out its middle portion 5, such straight portion 
merging into generally downwardly inclined or 
curved portions 6 adjacent the ends of the blank. 
The end edges 7 are inclined toward one another 
and are offset at 8 for a purpose to be presently 
described. The corners of the blank are slightly 
rounded, as shown at 9. 

The blanks 2 are preferably formed by blank 
ing them out of metal sheets by the use of an or 
dinary appropriately shaped blanking die. The 
blanks formed by such die are piled under or 
adjacent the die and are removed in packs to an 
edge bender. The end edges 7 are bent in such 
edge bender, as shown in Figures 2 and 3, one 
of Such edges being bent toward One face of the 
blank and the other toward the opposite face 
of the blank. Such edges are bent so that after 
bending the end edges 10 of the blank will be 
Substantially straight from top to bottom, as 
shown in Figure 2, the edge of the bent portion 
at either end merging with the edge of the cor 
responding inwardly offset portion at the top of 
the blank. The edge bending is preferably per 
formed manually by the use of a bending die, 
the blanks being introduced thereto either sin 
gly or in pairs or threes, as may be desired, de 
pending upon the gauge of the material. 
The blanks having the reversely bent end edges 

are then introduced, either singly or in pairs or 
threes, into a curved die, and a plunger cooper 
ates with such die to deform the body portions 
of the blanks, with the result shown in Figures 
4 and 5. The ends of each bank are bent or 
curved both toward the same face of the blank 
and in such manner that in the curved blank 
shown in Figures 4 and 5 the entire top edge lies 
generally in one plane, and the entire bottom 
edge lies generally in a plane substantially par 
allel to the plane of the top edge. This does not 
appear in Figure 4 because such figure is not 
taken at right angles to the planes mentioned. 
Each curved end of the blanks terminates in a 
direction at an angle, roughly, of 45 to the middle. 
portion which is maintained substantially flat, 
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This operation may be performed by a hand die. 

Referring now more particularly to Figures 6 
and 7, four of the blanks as shown in Figures 4 
and 5 are assembled and connected to produce a 
hollow peripherally closed flared container body 
member, as shown in Figure 6. This operation 
is also preferably performed manually, the adja 
cent reversely turned edges of the respective 
blanks being interlocked and then pressed to 
gether or seamed to form joints or seams, as 
shown in Figure 7. The body member of Figure 6 
is concavely bent interiorly thereof throughout a 
portion of its periphery and has straight unbent 
portions, being in the particular described emi 
bodiment of generally Square croSS Section with 
rounded corners. The Seams are formed at the 
corners, this being particularly advantageous in 
strengthening the body member and insuring 
that it will retain its shape both during and after 
manufacture of the tub. The blanks are shaped, 
deformed and assembled so that the top and bot 
ton rins of the body member shown in Figure 6 
lie respectively substantially entirely in parallel 
planes. 

I find it particularly advantageous, and person 
ally prefer, to bend the body portions of the 
blanks into the shape shown in Figures 4 and 5 
before assembling them. An alternative proce 
dure, however, would be to assemble generally flat 
blanks, as shown in Figures 2 and 3, before per 
manently deforming the body portions thereof, 
thus producing a hollow generally circular blank, 
and then reducing such blank, in a deforming die 
or otherwise, to the shape of the body member 
shown in Figure 6. This latter procedure has 
the advantage that the Substantially flat blanks 
more readily adapt themselves to being seamed 
together than do the bent banks, but I prefer 
to first bend or deform the blanks because it is 
particularly difficult to reduce the substantially 115 
circular peripherally closed blank to the shape 
of the body member shown in Figure 6. How 
ever, my broader claims are not limited to either 
specific manner of forming the body member. 
Furthermore, the bending of the body portions 

of the blanks before formation of the peripherally 
closed body member, although preferably and 
desirably performed in a die, may be performed 
otherwise, as by passing the end portions of the 
blanks between deforning rolls. The use of a 
die is preferred, however, because it is difficult 
to always insure passing the blanks between rollis 
to the same extent and thus forming substan 
tially identical blanks, which, of course, is highly 
desirable for the production of Symmetrical and 130 
uniform products. 
Rim strengthening means are provided at the 

upper rim of the body member. The rim 
strengthening means preferably comprise one or 
more pieces of wire of usual size about which 35 
the upper rim of the body member is turned. I 
prefer to use a plurality of pieces of wire or other 
strengthening members at the upper rim of the 
tub. For example, two generally U-shaped com 
plemental Strengthening members 1, as shown in 
Figure 9, may be used, such strengthening nem 
bers being applied to the body member at Oppo 
site sides of the latter and being of such size and 
shape as to snugly embrace the upper portion of 
the body member with their ends in contact or 45 
nearly so. 
Each strengthening member 11 is formed from 

a length or blank 12 of wire or the like, as 
shown in Figure 8. The blank 12 is of substan 
tially the same length as that desired for the 150 
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strengthening member and is preferably placed 
in a die and bent to the shape of the member 
11, as shown in Figure 9. I preferably use a mul 
tiple die and bend a number of blanks into 
strengthening members at the same time. A 
number of the blanks 12 are laid across the top 
of a U-shaped die and a plunger is then moved 
into such die, bending the respective blanks into 
Substantially J shape. 

For application of the rim strengthening means 
the body member shown in Figure 6 is introduced 
into a die i3 (Figures 20 and 21) which is shaped 
to Snugly receive the same with a portion thereof 
extending above the top of the die. The die has 
an upwardly extending flange 14 of increased size 
within which is mounted for vertical movement 
a die ring 15. The die ring i5 is adapted for 
generally vertical movement with respect to a 
shoulder 16 formed in the die 13. The die 13 is 
provided with a series of wells 17 each of which 
receives the lower portion of a coil spring 18 the . 
upper portion of which bears against the bottom 
surface of the die ring 15. The inner face 19 of 
the die ring 15 is slightly tapered to conform to 
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the outer surface of the body member, as shown 
in Figure 21. 
Cooperating with the mechanism just de 

scribed is a plunger 20 having connected there 
with about the periphery thereof a series of Curling 
dies 21 each of which is mounted on one or more 
pins 22 slidably guided within holes in a down 
wardly extending flange 23 of the plunger. Each 
of the curling dies 21 has a flat upper Surface 
which lies against a flat surface of the plunger 
whereby to cooperate with the pin or pins to 
insure proper guiding of the curling die. One 
or more coil springs 24 normally urges each curl 
ing die outwardly away from the center of the 
plunger. Retaining members 25 are fastened to 
the plunger by screws 26 to prevent the curling 
dies from becoming disassembled from the 
plunger. 
Threaded into the plunger 20 from below are 

a plurality of bolts 27 having heads 28. All of 
the respective bolts 27 have the upper surfaces 
of their heads, viewing Figure 21, at substantially 
the same elevation. Mounted on the bolts 27 for 
vertically slidable movement thereon is a pilot 
or clamping member 29 which under the force of 
gravity normally rests on the upper surfaces of 
the bolt, heads 28. The outer Surface 30 of the 
pilot or clamping member is tapered in con 
ority With the inner surface of the die and the 
body (2einber and is of Such size that upon lower 
ing thereof it will seat within the body member 
Reiowy the level of the die ring 15, as shown at the 
left-hand side of Figure 2. 
After the body member has been placed in 

the die 13, the parts at such time being as shown 
2, the right-hand side of Figure 21, the two 
cornpleinental strengthening members 11 are 
placed thereabout upon the upper surface of the 
die ring i5 and so as to Snugly embrace the upper 
portion of the body member but with their ends 
not quite is contact. The plunger is then moved 
downwardly with respect to the die, but before 
the curling dies come into action the pilot 29 
seats within the die 13, thus firmly clamping the 
body member therein. This holds the body men 
ber against deformation except the deformation 
intended to be imparted to the upper portion 
thereof by the curling dies and enables effective 
functioning of the curling dies without Subjecting 
the main part of the body member to undue 
stress. 

3 
Continued downward movement of the plunger 

20 then brings the curling dies into contact with 
the upwardly extending rim of the body member 
and such dies are effective for curling such rim 
outwardly and downwardly and around the 
strengthening inenbers 11. During the latter 
portion of the operation of the curling dies abut 
ment portions 31 thereof strike the upper surface 
of the die ring 15 and move the same somewhat 
downwardly against the action of the coil springs 
18, this assisting in insuring completion of the 
curling operation. By reason of the resilient 
mounting of the curling dies in the radial direc 
tion they are enabled to properly adjust thern 
selves to the work. After the curling operation 
has been completed the plunger 20 is removed 
upwardly carrying the pilot 29 with it, as shown 
at the right hand side of Figure 21. The body 
member is then as shown in Figure 10 with the 
upper rim formed about the strengthening 
members 11. - 

The body member is next formed to receive 
and cooperate with a botton closure member 
and at the same time preferably has formed 
therein a strengthening rib extending there 
around. For this purpose there is provided die 
mechanism of which a portion, which will serve 
for purposes of explanation, is shown in Figure 
22. The die mechanism comprises a base plate 
32 to which is connected in any suitable manner 
a bearing 33 having connected thereto by bolts 
34 guiding and spacing members 35 symmetrical 
ly positioned about the axis 36 of an inner plunger 
cam 37 and a bearing plate 38, as shown in 
Figure 22. Mounted for slidable movement out 
wardly with respect to the axis 36, One guided 
by each of the members 35, and all bearing be 
tween the bearing members 33 and 38, are four 
symmetrically positioned inner die members 39, 
one adapted to cooperate with each corner of the 
body member, as will presently be described. 
Each die member 39 has a well 40 closed by a 

plug 41 threaded into the outer end thereof, each 
such Well being adapted to contain a coil spring 42 
bearing at its outer end against the Corresponding 
member 35 and at its inner end against the plug 
41, forming in effect an integral portion of the 
die member 39, so as to normally urge such die 
member inwardly or toward the axis 36. The in 
Ward. In ovement of each die member 39 is limited 
by its engagement with its guiding and Spacing 
rember 35, 
Also suitably mounted and guided toward and 

away from the axis 36, and respectively posi 
tioned outside and in cooperative relationship 
with the respective die members 39 are Outer 
die carriers 43 carrying dies 44 bolted thereto at 
45. The respective outer die carriers 43 are nor 
mally urged outwardly, or away from the axis 
36, by coil springs 46 acting between such die car 
riers and the bearing 33. A vertically movable 
outer plunger cam 47 cooperates with each of 
the die carriers 43, the four outer plunger cans 
47 being mounted for vertical movement in uni 
son. Each of them has a tapered cam portion 48 
cooperating with the corresponding outer die car 
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rier 43 so that upon downward movement of the 
piunger can the corresponding die carrier 43 and 
its die 44 move inwardly toward the axis 36. 
The four inner die members 39, on the one hand, 
and the four outer dies 44, on the other hand, 
cooperate to engage the body inember Substan 
tially about its entire periphery internally and 
externally, respectively. 
Normally the plunger cams 37 and 47 are raised 
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Out of the Way, the dies 39 and 44 being at Such 
time spaced apart and permitting insertion of 
the lower portion of the body member. The body 
member is positioned therebetween and the outer 
plunger cams 47 are first lowered into COOpera 
tive relationship with their respective die car 
riers 43 and into the position shown in Figure 
22, thereby moving the respective outer dies 44 
inwardly into contact with the body blank. The 
inner plunger can 37 is then lowered, such 
plunger Cam having a generally conical can por 
tion 49 which simultaneously moves outwardly 
the four inner dies 39 to deform the lower por 
tion of the body member against the, outer dies, 
as shown in Figure 22. A strengthening rib 50 is 
formed in the body member and the lower rim 
of such member is turned outwardly, as shown at 
51, for cooperation with a bottom closure mem 
ber, as will presently be described. After com 
pletion of the operation the plunger cams are 
withdrawn upwardly, permitting the dies to 
spread apart, and the body member is then 
removed, being in the condition shown in Fig 
lure 1, . - 
The body member is then inverted and placed 

in die mechanism shown in Figures 23 and 24 
'which is of the same type as the die mechanism 
of Figure 22 and functions in exactly the 
same manner. In view of the detailed de 
scription of the die, mechanism of Figure 22 
which has been given above, it is believed that 
any detailed description of the mechanism shown 
in Figures 23 and 24 will not be necessary. The 
body blank is shown as having imparted to it 
in the latter mentioned die mechanism OutWard 
strengthening ribs 52 and 53 and an inward 
strengthening rib. 54, as shown in Figure 12. 
As a matter of fact, I find it preferable rather 

than to form all of the strengthening ribs 52, 
53 and 54 in a single operation, to form the same 
in two or more operations. Formation of the 
strengthening ribs results in drawing of the 
metal, and if too great a draft is taken in any 
single die Operation there is danger of tearing. 
For example, the rib 53 may be formed in the 
same die and at the same time as the rib 50 
and the foot 51 are formed, and the ribs 52 and 
54 may be formed in a subsequent separate oper 
ation, or three Or more operations may be uti 
lized, the number of operations depending upon. 
the amount of draft to be taken, the size of the 
body member and the gauge of the material be 
ing used. 

The body member is now ready for;applica 
tion of the bottom closure member. Such bot 
tom closure member is shown in Figures 13 and 
14. It is preferably blanked out of sheet metal 
and stamped into the form shown in Figures 13 
and 14 in a single operation. The closure mem 
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ber has strengthening ribs 55 and 56 and an out 
wardly extending flange 57 adapted to cooperate 
with the foot 51 of the body member. The body 
member is superimposed upon the bottom closure 
member, as shown in Figure 15, and Such mem 
bers are then double seamed together to form a 
tub, as shown in Figures 16 and 17. The double 
seaming is preferably done on a machine which 
rotates the assembled body member and bottom 
closure member while maintaining the same sub 
stantially in upright position, there being One or 
more die rollers cooperating therewith and 
guided toward and away from the axis of the 
body member during rotation thereof but gradu 
ally moving inwardly with respect thereto. Such 
a machine is not new, and therefore is not here 
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in described and claimed. The outer portion of 
the flange 57 of the bottom closure member is 
turned upwardly and inwardly about the foot of 
the body member and then the cooperating 
flange and foot are turned upwardly and against 
the exterior of the body member, as shown in 
Figure 17. 
Handles 58 are next attached to the tub. Each 

handle is held against the outer surface of the 
tub by a saddle 59, which is either riveted or 
spot welded to the outer surface of the tub in 
mediately below the upper rim thereof, as shown 
in Figure 18. The rim strengthening members 
terminate approximately at the middle portions 
of Opposite straight sides of the tub, and the 
handle members are preferably applied at such 
sides and in line with or generally straddling 
the extremities of the rim strengthening mem 
bers. Furthermore, the top of each saddle 59 
is preferably positioned directly below and in 
contact with the upper rim of the tub so that 
when a filled tub is lifted by its handles the load 
will not be carried entirely by the sides but 
partly by the Strengthened or reinforced rim. 
The fact that the saddles substantially straddle 
the joints at the ends of the strengthening mem 
bers lends requisite strength to the relatively 
Weak points of the rim. 
A Wringer clip 60 is shown in Figure 18 as be 

ing attached to the outer surface of the body 
member just below the rim. If desired, two of 
Such wringer clips appropriately spaced along 
One of the Substantially straight or flat sides of 
the tub may be used as they facilitate the appli 
cation of a wringer thereto. The wringer clips 
may be attached either by riveting or by spot 
Welding. They are not essential, and a wringer 
may be attached to the tub without the necessity 
of providing any wringer clips. 
The tub is then structurally completed and is 

next pickled to remove dirt, rust and other ma 
terial adhering to its surface, washed in water 
and dipped in a galvanizing metal. The tubs 
are then cooled and washed and the labels applied 
and they are ready for shipment. 
While I have described certain present pre 

ferred containers and methods or steps used in 
making containers, it is to be distinctly under 
stood that the invention is not limited thereto, 
but may be otherwise variously embodied and 
practiced within the Scope of the following 
claims. w 

claim: 
1. In the manufacture of containers, the steps 

comprising forming a sheet metal body blank 
with a relatively flat portion having substan 
tially straight parallel upper and lower edges 
and with end portions having upwardly diverging 
end edges, at least One end portion having 
upper and lower edges extending at slight 
angles to the upper and lower edges of the relative 
ly flat portion when positioned in the same plane 
as Said relatively flat portion, said end portion 
being bent transversely of the upper and lower 
edges of the blank into flaring shape, connecting 
said blank with at least one other blank to form 
a flared peripherally closed container body mem 
ber, and connecting a bottom closure member 
to the Smaller rim portion of the body member 
to form an upwardly flared container. 

2. In the manufacture of containers, the steps 
comprising forming a plurality of sheet metal 
body blanks each having a portion having substan 
tially straight parallel upper and lower longitudi 
nally extending edges and each Such blank having 
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eridportions having upwardly diverging end edges, 
at least one end portion of each such blank hav 
ing upper and lower edges extending at slight 

0. 
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angles to the upper and lower edges of the first 
mentioned portion of the blank, bending lat 
erally said end portion of each blank, connecting 
together said bent blanks to form a flared pe 
ripherally closed container body member, and 
connecting a bottom closure member to the 
Smaller rim portion of the body member to form 
an upwardly flared container. 

3. In the manufacture of containers, the steps 
comprising forming a plurality of sheet metal 
body blanks each having a portion having sub 
stantially straight parallel upper and lower lon 
gitudinally extending edges and each such blank 
having end portions having upwardly diverging 
end edges, at least one end portion of each such 
blank having upper and lower edges extending 
at slight angles to the upper and lower edges of 
the first mentioned portion of the blank, bending 
at least part of the metal at the extremity of 
Said end portion of each blank to provide a 
Seaning portion, bending laterally said end por 
tion of each blank to form substantially a trough 
shape, connecting together said bent blanks by 
Said Seaming portions to form a flared periph 
erally closed container body member, and con 
necting a bottom closure member to the smaller 
rim portion of the body member to form an up 
Wardly flared container. 
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erally closed container body member, and con 
45. 
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4. In the manufacture of containers, the steps 
comprising forming a sheet metal body blank 
with a portion having substantially straight 
parallel upper and lower longitudinally extend 
ing edges and with end portions having upwardly 
diverging end edges, each of such end portions 
having upper and lower edges extending at slight 
angles to the upper and lower edges of the first 
mentioned portion of the blank, bending lat 
erally said end portions to form substantially a 
trough shape, connecting said blank with at 
least one other blank to form a flared periph 

necting a bottom closure member to the smaller 
rin portion of the body member to form an up 
Wardly flared container. 

5. In the manufacture of containers, the steps 
comprising forming a sheet metal body blank 
with a portion having substantially straight, 
parallel upper and lower longitudinally extend 
ing edges and with end portions having upwardly 
diverging end edges, at least one end portion 
having upper and lower edges extending a sligh: 
angles to the upper and lower edges of the first 
mentioned portion of the blank, bending go: 
tions of the metal at the respective extremities 
of Said end portions to provide oppositely diso 
posed seaming portions, bending laterally at east, 
One end portion of the blank and forming thee 
with a flared peripherally closed container body 
member, and connecting a botton closure mern 
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ber to the smaller rim portion of the body men 
ber to form an upwardly flared container. 

6. In the manufacture of containers, the steps 
Comprising forming a sheet metal body blan's 
with a portion having substantially straight par 
allel upper and lower longitudinally extending 
eiges aid with end portions iiaving upwardly di 
ve: ging end edges, at least one end portion have 
ing upper and lower edges extending at sight, 
angles to the upper and lower edges of the first, 
mentioned portion of the blank, bending laterally 
at least one end portion of the blank and forming 
therewith a flared peripherally closed containe 

S 
body member whose upper and lower rims lie 
Substantially in parallel planes, substantially 
simultaneously bending the entire larger rim of 
the body member to strengthen the same, and 
connecting a bottom closure member to the 
Smaller rim to form an upwardly flared container. 

7. In the manufacture of containers, the steps 
comprising forming a sheet metal body blank with. a portion having substantially straight parale 
upper and lower longitudinally extending edges 
and with end portions having upwardly diverging 
end edges, at least one end portion having upper 
and lower edges extending at slight, argies to the 
upper and lower edges of the first mentioned por 
tion of the blank, bending laterally at least one 
end portion of the blank and forming therewit. & 
flared peripherally ciosed container body raeme 
whose upper and lower inns lie substantially is 
parallel planes, clamping the body member 
against distortion and then substantially simu 
taneously bending the entire larger rim of the 
body member to strengthen the same, and con 
necting a bottom closure to the smaller riyn to 
form an upwardly flared containe. 

8. In the manufacture of containers, the steps 
comprising forming a sheet metal body blank with 
a portion having substantially straight parallie, 
upper and lower longitudinally extending edges 
and with end portions having upwardly diverging 
end edges, at least one end portion having upper 
and lower edges extending at slight angles to the 
upper and lower edges of the first mentioned por 
tion of the blank, smoothly durving said blank 
laterally adjacent at least one of said end por 
tions and forming therewith a flared peripherally 
closed container body member having substan 
tially flat sides and rounded corners and whose 
upper end lower rims lie substantially in parallel 
planes, substantially simultaneously deforming 
the body member throughout its entire periphery, 
and connecting a bottom closure member to the 
Smaller rim to form an upwardly flared container. 

9. In the manufacture of containers, the steps 
comprising forming a sheet metal body blank with 
a portion having Substantially straight parallei 
upper and lower longitudinally extending edges 
and with end portions having upwardly diverg 
ing end edges, at least one end portion hay 
ing upper and lower edges extending at slight 
angles to the upper and lower ediges of the 
first mentioned portion of the bank, bending 
laterally at least one end portion of the blank to 
form Substantially a trough shape, seaming said 
blank with at least one other blank to form a 
flared peripherally closed container body member, 
Substantially. Simultaneously deforning the body 
Emember throughout its eraise periphery aidi 
through the seams, and connecting a hoton 
closure member to the snaie in to form an ug 
wardly flared containe. 

10. In the manufacture of containers, the steps 
comprising forming a shes, metal body blank 
with a portion having substantially straight par 
allel upper and lower longitudinally extending 
edges and with end portioES saving upwardly dia. 
verging end edges, at least. One end portion having 
upper and lower edges extending angularly with 
respect to the upper and icwer edges of the first 
mentioned portion of the blank, bending lateray 
at least one end portion of the blank and forning 
therewith a flared peripherally closed containe' 
body member, forming a peripherally extending 
strengthening portion in said body me. Siberizatéir 
mediate its top and botton risins, and connecting 
a, bottom closure member to the SEmalier xii. of 
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6 
the body member to form an upwardly flared 
container. 

11. In the manufacture of containers, the steps 
Comprising forming a substantially flat sheet 
metal blank providing upper and lower edges hav 
ing Substantially straight parallel portions and 
having other portions non-parallel with said 
first mentioned portions and providing non 
parallel side edges, bending said blank transverse 
ly of the upper and lower edges and forming there 
with a flared peripherally closed container body 
member whose upper and lower rims lie substan 
tially in parallel planes, forming a peripherally 
extending strengthening portion in said body 
member intermediate its upper and lower rims, 
and Connecting a bottom closure member to the 
Smaller rim of the body member to form an up 
Wardly flared container. 

12. In the manufacture of containers, the steps 
comprising forming a substantially flat sheet 
metal blank providing upper and lower edges hav 
ing Substantially straight parallel portions and 
having other portions non-parallel with said first 
mentioned portions and providing non-parallel 
side edges, bending said blank transversely of 
the upper and lower edges and forming there 
with a cornered flared peripherally closed COn 
tainer body member seamed adjacent at least 
One corner thereof and whose upper and lower 
rims lie substantially in parallel planes, and con 
necting a bottom closure member to the smaller 
rim to form an upwardly flared container. 

13. A container Comprising a peripherally 
closed upstanding body member comprising a 
sheet metal body blank having a relatively flat 
portion with substantially straight parallel upper 
and lower edges and having end portions with 
upwardly diverging end edges, said blank having 
at least one end portion having upper and lower 
edges extending at slight angles to the upper and 
lower edges of the relatively flat, portion when 
positioned in the same plane as said relatively 
flat portion so that the body member will have 
its top and bottom rims in parallel planes, at 
least one of said end portions being bent trans 
versely of the upper and lower edges of the blank 
and being upwardly flared, and a botton clo 
suremember connected to the smaller rim of the 
body member, the container thereby being up 
wardly flared and having at least one substan 
tially straight side. 

14. A container comprising a peripherally 
closed upstanding body member comprising a 
sheet body blank having a relatively flat por 
tion with substantially straight parallel upper 
and lower edges and having end portions with 
upwardly diverging end edges, said blank having 
at least one end portion having upper and lower 
edges extending at slight angles to the upper and 
lower edges of the relatively flat portion when 
positioned in the same plane as said relatively 
flat portion so that the body member will have 
its top and bottom rims in parallel planes, at 
least one of said end portions being bent trans 
versely of the upper and lower edges of the blank 
and being upwardly flared, said body member 
having a peripherally extending strengthening 
portion intermediate its top and bottom rims, 
and a bottom closure member connected to the 
smaller rim of the body member, the container 
thereby being upwardly flared and having at least 
One substantially straight side. 

15. A square tapered sheet metal wash tub 
comprising a body portion made up of blanks 
seamed together so that the body portion is pe 

1985,848 
ripherally closed, such body portion having four 
flat sides of equal width each sloping somewhat 
outwardly from bottom to top and four flared 
rounded trough shaped corners joining said flat 
sides, said body portion having a peripherally 
extending strengthening portion in Said flat sides 
and Said rounded corners and through the Seam 
Or seams, and a bottom connected with said body 
portion. 

16. As an article of manufacture, a tapered 
wash tub comprising a bottom of generally 
polygonal contour providing four substantially 
straight primary side edges and four rounded 
corners, side walls secured to the periphery of 
said bottom and terminating in a plane Sub 
stantially parallel to the plane of the bottom, 
said side walls being constituted by four sub 
stantially straight primary side walls and four 
rounded corners, a CrOSS Section of the tub in 
any plane above the bottom being of generally 
polygonal contour with the cross sectional area 
in said planes gradually increasing from the 
bottom to the top of the tub, said side walls being 
formed of a plurality of similar sections united 
along diagonally opposite rounded corners. 

17. As an article of manufacture, a sheet metal 
wash tub of generally polygonal shape compris 
ing a body made up of trough-shaped blanks of 
sheet metal having flaring Or divergent portions 
and having their upright edges seamed together, 
and a sheet metal bottom seamed to the body, 
the sides of the tub being flared upwardly and 
Outwardly and their upper edges having a con 
tinuous reinforcing rim, the corners of the tub 
being rounded. 

18. As an article of manufacture, a sheet metal 
wash tub of generally polygonal shape compris 
ing a body made up of trough-shaped sheet metal 
blanks having flaring or divergent portions and 
having their upright edges seamed together, 115 
whereby to strengthen the body in the upright 
direction, and a sheet metal bottom seamed to 
the respective trough-shaped blanks and assist 
ing in holding them together in assembled rela 
tionship, the assembled trough-shaped blanks 120 
having therein a substantially continuous cir 
cumferential swaged portion to strengthen the 
tub in the circumferential direction. 

19. An article of manufacture comprising a 
washtub of generally rectangular shape having 125 
its sides composed of a pluralityi of sheet metal 
blanks formed with upwardly diverging edges 
and each bent to form a trough shape, the edges 
of the blanks being seamed together to form gen 
erally vertically extending seams, and a bottom 
seamed to the lower edge portions of the side 
blanks, the tub having rounded corners and being 
provided with a substantially continuous sur 
rounding swaged bead portion intermediate of 
the height of the sides around the tub and in- 135 
cluding the vertical seams. arh w 

20. An article of manufacture comprising a 
wash tub of generally rectangular shape having 
its sides composed of a plurality of sheet metal 
blanks formed with upwardly diverging edges and 140 
each bent to form a trough shape, the edges of 
the blanks being seamed together to form gener 
ally vertically extending seams positioned sub 
stantially at corners of the tub, and a bottom 
seamed to the lower edge portions of the side 
blanks, the tub having rounded corners and be 
ing provided with a substantially continuous sur 
rounding swaged bead portion intermediate of 
the height of the sides around the tub and in 
cluding the vertical corner seams, 
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21. An article of manufacture, comprising a 

tub of generally rectangular form having its sides 
formed of a plurality of sheet metal blanks bent 
into trough shape, the tub having rounded cor 
ners extending at an angle to each other, the 
edge portions of the side blanks being seamed 
together to form vertically extending seams, and 
a bottom of generally rectangular shape seamed 
to the lower edges of the side portions, said parts 
forming a tub with upwardly and outwardly flar 
ing sides and rounded corners. 

22. A container comprising a peripherally 
closed upstanding upwardly flaring body mem 

7 
ber comprising sheet metal body blank means 
having a plurality of relatively flat portions each 
having substantially straight parallel upper and 
lower edges and upwardly diverging end edges 
and having an end portion bent transversely of 
the upper and lower edges of the blank means 
and forming a material portion of the upwardly 
flaring enclosure, said bent end portion having 
its edge portion bent to form a seaming portion, 
and a bottom closure member Seamed to the 
smaller rim of the body member by a depending 
Sea. 

HENRY KIELBERG. 

CERTIFICATE OF CORRECTION. 
Patent No. 1,935,848, November 21, 1933. 

HENRY KIELBERG. 

It is hereby certified that error appears in the printed specification of the 
above numbered patent requiring correction as follows: Page 5, line 113, claim 
8, for "end" read and, and that the said Letters Patent should be read with this 
Correction therein that the same may conform to the record of the case in the 
Patent Office. 

signed and sealed this 12th day of December, A. D. 1933, 

(sel) F. M. Hopkins 
Acting Commissioner of Patents. 
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