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The present invention nela,tes to a.new.and im~
proved. type, of bathiub. and. to. the method: of
predueing, the: same.

The: tub-of. the presentmventlon is.drawn from.
a smgle piece. of sheet, steels It:is prefenably com-
pletelyE drawn, in. 2. smgle stroke of the. press.be-
cause, this; reduces to a..minimum, the thmmmr
of the. metal,  This. is, 1mportant beca,use in the,
suhseq,uent enamehng of the tub: umform heatmi’,
is desired.. The tuh.is.so desagned tha,t there are
no flat surfaces in, the bell all of the surfaces
bging concave outwardly s} that when heated
and cooled dunng the enamehng, the bell ex-
pands and confracts regularly

The. tub is de31gned 1’01; use in & recess where
onl‘y the fr.ont of the tub. w111 be exposed This,
front is covered withan apron. In the past when
aprons have been welded to the front edge or rim
of a tub 117 has been necessary to trim exceso‘
metal frou'r the weld to produce a pleasmg ap-
pearance; In producmg ‘the tub of this 1nventnon
the froxt rim is-bent, down: and back; and the
apron iy welded to the rim from underneath be-
fore this: bendmg ofithe rim-is: completed After
Weldmg, the rimr iy bent to hide the weld' from
view. ConsequentIy, trlmmmg is unnecessary.

The front rim 1§ bent in: such a way- that there
is' no honzental surface in the rim- in front of:
the bell: or- bowl off the tub: The edge of ‘the belk
bends: gradually owtward to: o straight line which:
extends. across the: front of the tub; and from
this high line the rim is bent downwardly and
then Back toward the union with the apron.” The
bernt: vim: protrudes: o little: i front of the: apron:

and thus provides:a. grab.rail for g bather to:use .

ini raising: himself while: in the: tub. This: pro=
trusion of the: rim hides: the uynien of the tul
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with: the apron: when: the: tul is: viewed. from: anyw ,

ordinary: angle.

The weld: between the- apron and the: rim off

the: tub. is advantageously: formed by welding:
with aniate: at: the interface: between the: aproxn
amnd the: rim oft the:fub:. "This minimizes: deforma-
~ tion: or- drawing; oft the: welded: parts without sub-
stamtinl: distortion ef; the apron..

The invention ingludes a new: method of enam-
eling and other novel features which: will be ex-
plained: in conpection: with. the: accompanying
duawings; in; which;

Pig:. 1 is,a plan view of the: hathtub;:

Pig. % is a.section.on the line 2—+2 of Fig. 1;

Pig;. 3is an end view;

Fig: 4 shows. in perspective. the: blank from:
which: the: tub is drawns, -

Pig. 5 shows:the same affer drawing:
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Pig. 6:shows the frontrim trimmed.and flanged;,

Fig: 7 shows: the apron welded to-this flange;

Pig. & 111ustrates the: preferred: method of; weld—
ing; and:

Fig: % is & persnectwe view: of the completed:
tub.

The. bathtuh. is drawn from a single sheet of:
steel and comprises, the bell: {, the.rim. 2, and. the
flange or.lip: & whieh nrevents seepage between
the: edge- of the. nim: and the. adJommg walls ‘of:
the: bathr oom The apromn. 5 is welded to.the. rim,
iny & ‘manner to. be. explained, in. what follows.,
Angle braces 6. are prov1ded atb: each. ‘end of. the.
tuh. These atewelded to, the mturned end ﬂanges

ofthe.apron, and. to. the. unde151de of. the mm

The method of. manufacturmg the tub is Best
111ustrated by reference to-Figs. 4-9. Fig, 4 illus-
trates: sn‘iplj the. sheet. of steel from which. the
tub; is deawm. The:first operation.is to draw the,

- belk b mto the tub as.shown.in. Fig. 5. The.excess. .

steel is. then trimmed. from. the. front rim of the
tub whmh is then, turned down.at 6. as shown in,
Fig. 6.

In the 'past. it-has been customary. to. unite the
apren. to. the: f:cont rim of the: tub.by.some. method
which. forms: a. weld. across. the face. of the tub_
It has, thereﬁore, been, necessary. to. dress, dowu
the weld to give. the. tub a_satisfactory a,ppean—
- Thls tmmm'ng or. dressmg is a t1me con-
ng and -expensive operation which, is entir ely
liminated when. g tub.is made according to.the
pr G ess-of this invention.. The apron is ﬂanged,
and: accordmg to. the. process ef this 1nvent10n
the toe ﬂ‘tn‘re 7 ¢f the apron. is welded to the
flont rim, of .the tub besfore. the bending of the.
rim.is: completed As shewn in Fig. 6, accordmg
to, the preferred method, after drawing,; the front
rim is. trlmmed and. flanged. at. 8. Figs. 7 and. 8
show how. the e'ige of the ﬂange 1 of the apnon. .

. is made to coincide with the edge, of the flange 8 )

on the tub and the two are welded together The
preferred process of welding is, 111ustrated in ‘Fig. 8
in, which, the are. produced between the carbon )
electy ede. and. the tub. is. used, to weld. the. edges.
of, the ﬁanges af thein mter«ace to form. the weld,
.. It is net necessaw toadd.any metal from the
electrode t@ fmm the weld,. The: edges of. the:
ﬁan'res are ‘eonverted-to. a fused mass whlch on
cooling forms the weld {1 over the interface.
After-welding, the bending of the.fronf. rim is
completed 50. as to. brmg the. apron down over
the ﬁront of: the tub, as shown. in Fig. 9. The
weld. LI is: thus:brought. to the rear of-the apron.
and. the, pr otrudmg portmn of the rim. 50 that it
is. cencea,led; from view.. The following openatlonsq
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are also preferably completed as a part of the
same operation: The remaining three sides of the
rim are trimmed, notches are cut in the back
corners of the rim to permit the flange or lip
4 to be bent up, and this flange is then bent and
welded at the corners 12 and 13 where the notches
were formed. The overflow {5 is then cut in one
end of the bell, and the area {6 surrounding the
overflow is countersunk. The drain opening 7
is cut into the bottom of the bell, and the area
18 surrounding it is countersunk.

The front rim is bent in the manner illustrated
in Fig. 3. There is no horizontal ledge at the
front edge of the tub. The top portion of the
bell 28 gradually aproaches the high line 21, and
then the angular portion 22 of the rim is bent
downward at an angle of about 30° to 35°. Below
this is the vertical portion 23. The flange 8 ex~
tends horizontally backward from this so that
the apron is vertical. By having the bell 20 ap-
proach the high line 2{ and eliminating any
horizontal portion in front of the bell, maximum
drainage back into the tub is provided, and buck-
ling of the tub during enameling is prevented.

By making the flange 8 wider than the upper °

flange 7 on the apron, a grab rail is formed, and
the front of the union between the rim and the
apron is obscured from ordinary view.

After the structural opesrations have been com-
pleted, the tub is enameled. The enameling com-
prises the application of a ground coat followed
by a cover coat and the customary firing. The
bell is designed without any flat surfaces. This
prevents distortion during the expansion and con-

traction incident to firing and cooling.  Accord- :

ing to a preferred method of enameling, only the
ground coat is sprayed into the recess at the front
of the tub between the horizontal flange 8 of the
grab rail and the top flange of the apron. This
prevents rusting. No cover coat is applied in the
recess. This prevents chipping of the enamel
which would be apt to occur in such a recess.

In installing the tub, the weight is supported
by the apron which rests on the bottom flange 39
and the stringer 3! which is fastened to the stud-
ding. The apron may be suitably embossed or
otherwise treated to dampen vibration.

The finished tub is strong and attractive in
appearance. It is designed to fit into a recess
of standard length so that only the front is ex-
posed to view. By concealing the weld between
the apron and the tub, the cost of trimming the
weld necessary with all prior constructions of this
general type is eliminated entirely. The tub is,

therefore, relatively inexpensive, and the cheap- :;

ness of design does not detract from the appear-
ance, strength or serviceability of the finished
article. Modifications in the structure may be
made without departing from the scope of the
appended claims.

What I claim is:

1. A bathtub formed from sheet steel with an
apron welded to at least a portion of the front
rim thereof, the union of the apron being to an
underturned horizontal portion of the rim and
being set back from the front edge of the under-
turned horizontal portion so that the latter pro-
trudes in front of the apron to serve as a grab
rail.

2. A steel bathtub with at least a portion of
the rim turned down and back, an apron below
the downturned rim which screens off what is in
back of it, the apron being provided at the top
with a rearwardly projecting flange, the back
edge of the flange and the back edge of the back-
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turned portion of the rim substantially coinciding
and heing welded at the interface of the coincid-
ing edges.

3. A porcelained steel bathtub with at least
a portion of the rim thereof bent down and back,
a steel apron below said portion with an inwardly
extending flange at the top thersof, the flange
being welded to the backwardly bent portion of
the rim with the steel surfaces of the flange and
rim in face-to-face contact, the recess at the
outside of said union of the rim and flange being

" protected with ground coat on which there is

substantially no cover coat.

4. A porcelained steel bathtub with the front
rim turned down and under to form a substan-
tially horizontal portion bent back toward the
bell of the tub, a steel apron with a top flange
thereon bent back toward the bell of the tub, the .
flange being narrower than the substantially

3 horizontal portion of the rim, the back edge of

the flange and the back edge of the bent-back
portion of the rim substantially coinciding and
being welded at the interface of the coinciding
edgw, the horizontal portion of the rim extend-
ing forwardly from the front of the apron, the tub
being porcelain enameled with ground coat in the
recess in the front face of the tub between the
Aange and the horizontal portion of the rim, the
steel surfaces of which are in face-to-face contact,
but with substantially no enamel cover coat on.
said ground coat in said recess.

5. The method of manufacturing a bathtub
which comprises drawing the bell in a single
sheet of steel to produce a tub with a rim, trim-
ming the. front edge of the drawn sheet to form a
straight edge substantially paralle! with the cen-
ter line of the tub and bending downwardly a
narrow flange at the edge thereof, uniting to the
flange an apron with a top flange which is nar-
rower than the flange on the tub and which is bent
backward from the face of the apron by bringing
the flanges together with the edges thereof sub-
stantially coinciding and welding the edges at the
interface, and then further bending the rim so
that the flange on the tub extends backwardly,
thereby bringing the apron to a substantially ver-
tical position so that the apron and bhent rim
conceal the weld and the bell of the tub, and the
front part of the backwardly extending portion
of the rim protrudes forwardly from the apron
to serve ‘as a grab rail.

6. The method of manufacturing a bathtub
which comprises drawing the bell in g single sheet
of steel to produce g tub with a rim, bending
downwardly a narrow flange at the edge of the
rim, uniting to the flange an apron with a top
flange bent backward from the face of the apron
by welding the flanges together, and then fur-
ther bending the rim so that the flange on the
tub extends backwardly, thereby bringing the
apron to a substantially vertical position.

7. The method of manufacturing a bathtub
which comprises drawing the bell in a single sheet
of steel to produce a tub with a narrow rim, trim-
ming the front edge of the drawn sheet to form
a straight edge substantially parallel with the
center line of the tub and bending downwardly a
narrow flange at the edge of the rim, uniting to
the flange an apron with a top flange bent back-
ward from the face of the apron by bringing the
flanges together with the edges thereof substan-
tially coinciding and welding the edges at . the
interface, thereby forming over the interface be-
tween the flanges a fused mass which on cooling
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bonds them together, and then further bending Number Name Date
the rim so that the flanges extend backwardly, 2,087,183 Davock July 13, 1937
thereby bringing the apron to a substantially 2,122,247 Coordes _______.____._ June 28, 1938
vertical position. 2,199,791 Gwynn o __ May 7, 1940
CLARENCE J. RODMAN. & 2,302,563 Masters .o _______ Nov. 17, 1942
2,305,846 Coordes o __—___ Dec. 22, 1942
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