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EXPANDED METAL LATH MACHINE

Application filed May 12,

This invention relates to an improved
mechanism for slitting and forming ribs in
metal sheets prior to the expanding thereof,
the invention being particularly, although
not exclusively, adapted for use in machines
for producing expanded metal lath of the
flat-rib type. _

An object of the invention is to provide
a_mechanism for forming ribbed lath, in
which the ribs are formed in the metal sheet
by the dies of a press and wherein the sheet
1s also slitted at substantially the same time,
an 1mportant feature of the invention resid-
ing in the fact that the slitting mechanism
is adapted to hold the sheet in proper posi-
tion against distortion while the ribs are be-
ing formed in the forming dies.

Other objects of this invention will ap-
pear in the following description and ap-
pended claims, reference being had to the
accompanying drawings forming a part of
this specification wherein like reference char-
acters designate corresponding parts in the
several views and wherein :

Fig. 1is a fragmentary side elevation il-
lustrating a press embodying my invention.

Fig. 2 is a fragmentary view illustrating
the punch and former at the commencement
of the operation, -

Fig. 8 is a fragmentary section taken sub-
stantially on the lines 8—3, Fig. 2.

Fig. 4 is a fragmentary section taken on
lines 4—4, Fig. 2. ‘ :

Fig. 5 is a view similar to Fig. 8 illustrat-
ing the position of the punches after form-
ing the slits in the work.

Fig. 6 is a view similar to Fig. 4 showing
the forming dies in closed position.

Fig. Tisa view showing a partially formed
metal sheet. ’ ’

Fig. 8 is a view of the sheet completely
slitted and ribbed.

Fig. 9 is'a view of the sheet after being
expanded.

Heretofore in the manufacture of flat rib
expanded metal lath, it was usually the prac-
tice to form the ribs in the metal sheet in
two distinet operations, to slit the sheet in

- another operation and thereafter expand the

slitted and ribbed sheet. The metal strip
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or sheet to be slitted, ribbed and expanded
was first fed through rolls in one machine
and formed with longitudinal ribs at the
edges of the strip, then fed through another
set of rolls and slitted. Thereafter the sheet
was fed through a second machine and the
remaining ribs were formed in the sheet.
All the ribs could not be formed at one op-
eration due to the distortion of the metal,
so that it heretofore required two separate
mechanisms or machines and three distinct
operations to form a slitted or ribbed sheet
ready to be expanded.

In accordance with the present invention,
T am able to produce slitted and ribbed sheets
in two simultaneous operations in one press,
as a result of which improved method and
mechanism considerable reduction in the cost
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of production results and the metal lath may -

be produced more rapidly and in larger
quantities. . In addition to these advantages
the present invention enables a more rigid
and stronger lath to be produced since less
pressure 1s employed in accordance with my
invention than heretofore where the sheets
were subjected to great pressure between the
rolls which formed the slits and ribs. -

__Referring to the drawings wherein I have

~ illustrated a present preferred form of my

invention, it will be seen that the machine
comprises a suitable stationary bed plate 20,
and above this reciprocates a suitable ram 21.
The parts 20 and 21 constitute the cooper-
ating elements of the press, and the ram is
connected at 22 to a suitable mechanism for
reciprocating the ram vertically toward and
from the stationary bed plate or press ele-
ment 20. The bed plate 20 is provided with
vertical guides 28 which -are guided within
vertical guide holes 24 formed in the ram 21.

The ram or upper press element is provided
with a series of slitting punches 25. These
punches as shown in Figs. 3 and 5 are mount-
ed in alinement and extend transversely of
the work W. In rear of the slitting punches
25 the ram 21 carries a die member 26, the
lower working face of which is formed with
alternate depressions 26« and ribs 265. The
lower press element or bed plate 20 is pro-
vided with a hardened steel plate 27 having a
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ceries of transverse holes 28 located in verti-
enl alinement with the several punches 25.
In rear of the guide holes 28 the plate 97 is
formed with a die face having alternate ribs
or depressions 27¢ and 270 mating with the
corresponding working face of the die mem-
ber or former 26.

The metal sheet or strip W is intermittent-
ly fed through the machine in the direction
of the arrows in Figs. 1 and 2, in a step by
step manner, the strip being fed beneath a
positioning or guide plate 29 having holes 50
through which the punches 25 reciprocate.
As the strip is initially fed into position 1e-
neath the punches 25, and upon descent of
the ram 21, these punches will form a series
ot row of slits S, S transversely of the blank.
After n predetermined number of feed move-
ments the slitted portion of the blank will
réach a position beneath the die member or
former 26, and upon desicent of the ram onc
portion of the sheet will be formed with ribs
while a preceding portion of the sheet 1s
formed with slits, as shown by the left and
right hand portions of the sheet in Fig. 7.
Thus the slitting and ribbing of the sheet is
accomplished simultancously at two succes-
sive points. The sheet is held firmly in posi-
tion against any possibility of distortion by
the fact that the slitting punches 25 enter the
sheet in advance of the main operation of
the die members 26 and thus hold the sheet
in firm pesition. In other words the form-
ing of the ribs, or, at least, the effective form-

45 ing thercof, between the opposite die faces

of the press is carried cut while the sheet is
held or engaged by the slitting punches.
The punches preferably engage the metal
sheet W at the same time as the formers or
dies 26, but the punches will have penetrated
the sheet and substantially completed their
operation before the maximum pressure is
exerted by the die members thus substantially
eliminating distortion or buckling of the
" cheet. The punches however may be of such
length as to commence to penetrate the metal
sheet slightly ahead of the formers or dies.
Tn any case the sheet is operated on by a gang
or series of slitting punches which remain in
. the slits and hold the sheet against distor-
tion while another gang or geries of formers
simultaneously form the ribs in the sheet.

~ Referring to Fig. 8 the ribs R between the
Tongitudinal rows of slits are tormed by the
. cooperating portions 26¢ and 27a of the
formers, and the grooves D between the pairs
of slits of each row ave formed by the portions
260 and 270 of the formers.  After the sheet
has been slitted and ribbed, and is in the con-
dition shown in Fig. 8, it is fed through an
expanding mechanism which expands 1t nto
the form shown in Figure 9.

1t is to be understood that by describing in

4.

detail herein any particular form, strncture,

65 or arrangement, it is not intended to limit the
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jnvention beyond the terms of the seve al
claims or the requirements of the prior art.

What Tclaimis:

1. In apparatus for preparing a lath hlank
for expansion the combination of a pair of
cooperating press members adapted for the
intermittent feed of a blank therethrough,
cooperating slitting elements mounted in the
press members and cooperating ribbing cle-
ments monnted in the said press members,
said elements being relatively disposed and
arranged to cause the vibbing elements to
form ribs in the blank while the slitting ele-
ments remain in the slits produced thereby.

9. In apparatus for slitting and ribbing a
pietallic blank, cooperating relatively mov-
able press members and slitting and ribbing
elements associated therewith but spaced
from each other, the relative arrangement of
said elements including the spacing of the
ribbing from the slitting elements, being such
that apon actuation of the press, the ribbing
i effected, while the slitting elements are ¢n-
gaged in the slits produced thereby and that
the slitting elements, by their engagement
with said slits, serve to position the blank for
ribbing and prevent distortion thereof dur-
ing the said ribbing.

3. In apparatus for preparing a Iath blank
for expansion, the combination of relatively
movable press members adapted for the in-
termittent feed of a blank therethrough, co-
operating slitting and ribbing elements as-
sociated therewith, the ribbing elements being
positioned beyond the clitting elements with
respect to
apparatus, and said slitting and ribbing ele-
ments being relatively ar anged to cause the
ribbing elements to form ribs in the blank
while the slitting elemerits ave engaged in the
slits produced thereby.

4. In apparatus for preparing a lath blank
for expansion, the combination of relatively
movable press members adapted for the n-
termittent feed of a blank therethrough, co-
operating slitting and ribbing elements as-
sociated therewith, the relative arrangement
of said elements being such that, upon actua-
tion of the press members, the operation of
the slitting elements is virtually completed
betore effective ribbing takes place. .

5. In apparatus for preparing a lath blank
for expansion, the combination of relatively
movable press members adapted for the inter-
mittent feed of a blank therethrough, co-
operating slitting and ribbing elements as-
sociated therewith, the slitting elements heing
arranged in a series extended transversely of
+he blank and its direction of feed through
the apparatus to slit the blank at a plurality
of transversely spaced points, and the rela-
tive arrangement of said slitting and ribbing
elements being such as to cause the ribbing
elements to form ribs in the blank while the

the direction of feed through the
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slitting elements are engaged in the slits pro--
duced thereby.

6. In apparatus for preparing a lath blank:

for expansion, the combination of relatively-

5 movable press members adapted for the inter--

mittent feed of a blank therethrough, co--

operating slitting and ribbing elements as--

sociated therewith, the slitting and ribbing:

elements being spaced from each other length-

10 wise of the feed of the blank through the ap-

paratus, with the slitting elements arranged

in a series extended transversely of the blank

and its direction of feed through the appara-

tus to shit the blank at a plurality of trans-

15 versely spaced points, and the relative ar-

rangement of said slitting and ribbing ele-

ments being such as to cause the ribbing ele-

ments to form ribs in the blank while the slit-

ting elements are engaged in the slits pro-
20 duced thereby.

In testimony whereof I affix my signature.

EDWARD T. REDDING.
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