June 6, 1950 J. STANITZ 2,510,429
PRESSED METAL FAUCET MANUFACTURE AND CONSTRUCTION

Filed Oct. 23, 1943 3 Sheets—-Sheet 1

SNRL
A

T—ET'—’I I
SSSSSONNAN L0 s A0
\\ -,\\«'\«(”\«1";

N
\[I?&s X
~
N
X =~
N A
~
3 N
v
Il
~Jlen
& )
S ]
. > o N
ey 1 —— —— /— (\l
¢ - —| == Q Zas
|EE kY N N
\ ®

—

iz grwqm/to’b'

eﬁzcgzws Slardilz
R SZnpase Dy (Beity

{7

=




June 6, 1950 J. STANITZ 2,510,429

PRESSED METAL FAUCET MANUFACTURE AND CONSTRUCTION

Filed Oct. 23, 1943 3 Sheets—Sheet 2

2/

P a

SANNN

)
ﬁ
R
¥ N\
?§
NG
N
Xt
&
&N

N

N

X

el
\QN‘,}“».\., s

ENNNY, \\\\\ il

32a

60
55
5

&

|
I

i T : : 5

14
56
58
54
52
48
47
46
66
62
/6
43

29

/4
/3




June 6, 1950 J. STANITZ 2,510,429
PRESSED METAL FAUCET MANUFACTURE AND CONSTRUCTION
3 Sheets—Sheet 3

Filed Oct. 23, 1943

Ilﬁl'\ /i

/36
~
Fr6.3
15 et /5
/6
14
8 | @ W6 2z & “
IZ] : =]
| 3¢ - - 73c I
: 8 /" 8

/3 Fr64 /3

\‘ [ fé:— Jrwentor

----- Jdcgu&f Maritz

4 40 <Freoass "\*/M
Fic.5 /“76. 6 rr6. 7 Py "@fw




Patented June 6, 1950

UNITED

2,510,429

STATES PATENT OFFICE

2,510,429

’ ‘PRESSED ME’IIAL FAUCET MANUFACTURE
AND GONSTRUCTION :
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1 :

The.invention relates.to faucets and more par-
ticularly to the construction and manufacture of
faucets from .pressed -metal parts, i. e, parts
drawn, stamped, pressed-or ‘formed.from sheet or
plate metal such as stainless steel, .Monél metal
or -brass -or -other .ferrous -or non-ferrous metal.
Faucets for modern sinks and .the like, usually
jneclude .a casing; two water connections; two

valves .including threaded valve stems, gaskels
and removable seafs; escutcheon plates; and
either.a.single:movable, .packed,.outlet.spout-or-a
diverter walve with. connections o -a .movable,
packed, outlet.spout.and 4o a spray device.

. Heretofore, -almost .all .of the parts.of such
faucets except the packings and:escutcheon;plates
have been.made from. sand brass castings -which
are. machined and.shaped.to size,.and:the few re-
maining parts .have :been brass screw machine
parts. Thus,the manufacture.of the same is:rel-
ativély expensive -and .slow -using excessive
amounts -of -relatively .scarce -metal, because <of
the thick wall sections.incident to the.manufac-
ture of castings-andthe.numerous machining.op-
erations. . . . . o

The advent of pressed metal :sinks, -such -as

shown in the Stanitz Patent No. 2,270,774, -has
materially reduced the weight of such -plumbing
fixtures, .and has .reduced .the:cost .of ‘the :same
and the cost-of installation thereof. This.in furn
has rendered -more _modern -and :less - expensive
plumbingfacilities. available for:low.cost. modern
housing -units; -has resulted in :substantial .sav-
ings inmetal per unit;.and has enabled mass.pro-
duction methods -to e .utilized.in the manufac-
ture-of:sinks. ‘
" :It.is equally important to reduce the cost,.save
‘metal and.utilize. mass production methods.in the
manufacture of faucets for sinks and the like.s0
‘as to.contribute further to the availability.of the
same for low.cost modern housing units,

Pipe elbows -have been made .of -stamped sec-
tions welded ‘to cast flanges; pipe T’s have been
made from interfitting, expanded, brazed ‘tubular
sections; globe valves havebeen made.of ;pressed
metal parts.secured.and reinforced “by welding;
‘and Taucéts have heen. made of tubular.and screw
,maélfiine‘parts"‘brazeditoge’ther. BN )

“However, the mantfacture of faucets for.mad-
ern.sinks:having. the. functional.relation and-€le-
Tnenits described, substantially entirely from
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drawn, stamped or pressed sheet metal Jpresents.a
eomplex problem for which the .prior.art.dees not
provide any solution. o
_ Initially, the _problem.is.complicated:because-of
the very .nature of the article and the funda-
mental .functional elements and :relationships
thereof which canndt’be-changed. That.is.to.say,
the connections, mixing chaniber, valves and.ouf-
lets must be provided; .they must be.arranged to
conform to -huilding .code .and .sanitary reguire-
.ments; . and .they -must be .arranged for .conven-
ient.and nterchangeable .connection with .exist-
ing.piping .and sinks.

.Furthermare, ithe problem is.complicated :be~
v.ca,use,;if-‘th&advantagesof-.m'ass,-production\meth-
ods.are to be.realized and if little scrap loss.is to
resulb,each.ndividual:stamped, ;pressed or drawn
.part.must be.as.simple-as ;spossible in design and
Shape. .

‘Finally, the ;problem is complicated Jbecause,
again, 4f fhe advantages .of .mass Jproduction
imethods .are :to .be -realized, the .assembly .of the
;parts.must ‘besimple.and accurgte .and-the fin-
ished faucet.must.be Jeak-proof -and .uniform.as
to size dn-every regpect.

.:Ac.aor.dingly,dt,is a.principal.ohject of the pres-
ent .invention .to ,provide .a .method -of .making
faucets .substantially entirely .of :sheet .mefal

stampings, which overcomes and solves the com=~
plicated or complex problems .enumerated, -and
which .reduces the.cost, saves.metal.and realizes
‘the advantages.of mass production methods.

“Furthermare, it.is an-object of .the oresent in-
vention 'to .provide for {the simplified manufac-
ture .of a sink faucet Ssubstantially entirely of
sheet metal stampings, which,faucet.has.a casing,
.inlets, walves,.an .outlét or.diverted. outléts, .and
.attaching. means.and .trim. - ]

Furthermore, -it-is.an 6hject.of the Jbresernt in-
vention -to ;pxovide Tor the manufacture of sink
‘faucets .substattially entirély .of .sheet .métal
stampings and having éither a single outlet or di-
~verted .outlets, .and in wHith many of the same
stampings.are nsed irrespective of ‘the .vélve out-
léb.arrangemerit. . . .
““Also ib'Is an object '6f the present invention‘to
_provide_.a.method-of ‘making.faucets substantial-
1y entirély of .sheet ‘métal -stampings ‘in which
‘the.component.stamped, Hrawn.or,pressed parts
are of simple design and shape, and in which
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openings may be accurately formed and aligned.

Moreover, it is an object of the present inven-
tion to provide a method of making faucets sub-
stantially entirely of sheet metal stampings in
which simple component stampings are so ar-
ranged and related to each other as to hold and
maintain accurate alignment when assembled to-
gether and while providing leak-proof joints
therebetween.

Also it is an object of the present invention
to provide a method of making faucets substan-
tially entirely of sheet metal stampings in which
no substantial machining operations need be per-
formed upon the stampings except threading,

In addition, it is an object of the present in-
vention to provide an improved and simplified
design of sheet metal faucet construction.

And finally, it is an object of the present in-
vention to provide an improved faucet and
method of manufacture of the same which at-
tains the above objectives, and in which the faucet
is very light in weight, inexpensive to manufac~
ture, has a pleasing and attractive appearance, is
very stiff, rigid and absolutely leak-proof, and
may be made of corrosion-resistant material
such as stainless steel, Monel metal, or brass or
other ferrous or non-ferrous metal withous using
excessive amounts of the same and without ma-
terial scrap losses.

These and other objects and advantages ap-
barent to those skilled in the art from the fol-
lowing description and claims may be obtained
by the pressed metal faucet construction and
manufacture hereinafter described in detail and
claimed, preferred -embodiments of which are
shown in the accompanying drawings.

The foregoing objects and advantages are also
obtained by the methods;, method steps and op-
erations of making pressed metal faucets herein-
after set forth in detail and claimed, preferred
steps of which are shown in the accompanying
drawings, and which may be stated in general
terms as including drawing, pressing, forming
or stamping a plurality of sheet metal generally
cup-form parts having wall portions and thread-
ing certain of said parts;’ assembling said parts
by telescopically force titting wall portions there-
of one within another to accurately alien and
locate said parts with respect to one ancther and
form a faucel body and water, valve and outlet
connections; simultaneously brazing or silver sol-
dering the joints between said telescopically
force-fitted wall portions to form a unitary body;
and assembling valves and packings in said faucet
body. :

In the drawings,

Figs. 1 and 1q are side and end elevations with
certain parts in section of a single outlet faucet
made in accordance with and embodying the
improvements of the present invention;

Fig. 2 is 3 view similar to Fig. 1 of a modified
form of diverter valve faucet;

Fig. 3 is a collective view of stamped parts
about to be assembled together to form the body
and connections of the faucet of Fig. 1;

Fig. 4 is a view similar to Fig. 3 of the parts
in Fig. 3 assembled and brazed together to form
a unitary structure; and

Figs. 5, 6 and 7 are views of certain of the parts
shown in Figs. 3 and 4 as drawn and prior to be-
ing threaded; Fig. 7 being a section as on line
1-—1, Fig. 3. )

Similar numerals refer to similar parts
throughout the various figures of the drawings.

-.Referring first to Fig. 1, an improved faucet
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with a single outlet is generally indicated at 10
and includes a body formed by bottom body
stamping (1, top body stamping 12, inlet bushings
{8, body flanges i4, valve sleeves 15 and spout
sleeve 16. A valve seat 171 is threaded into each
bushing 13; and a valve stem 18 having a prefer-
ably rubber valve washer 19 retained by valve
screw 20 is threaded into each valve sleeve I5.
Each valve stem (8 is provided with a handle 2i
retained by serew 22.

Each vaive stem 18 is packed with a metal
valve packing retainer washer 23, valve packing
material 24 and a valve packing nut 25 threaded
into the valve sleeve i5. The faucet may be se-
cured to the sink ledge 26 and the like, with the
body mixing chamber or casing formed by the
stampings {1 and 12 concealed and the sleeves 15
and 1§ projecting through openings in the sink
ledge 26 by threading clamp nuts 27 on valve
sleeves {5. The nuts 27 preferably bear against

- fibre washers 28, and rubber gasket clamp wash-

ers 29 are interposed between the flange 14, the
fibre washer 28 and the sink ledge 26. Escutch-
eons 38, internally threaded at 31 may be threaded
onto the valve sleeves i5.

A tubular hook-neck spout 32 is rotatably
mounted within spout sleeve 16 and retained by
a split lock ring 33. The spout 32 is provided
with a metal packing retainer washer 34, spout
packing material 35 and a packing nut 36
threaded into spout sleeve {6. An escutcheon 31,
internally threaded at 38 may be threaded onto
the spout sleeve 6.

The sleeve end of the spout 32 is preferably
notched at 39 so as to engage a projection 40 on
the interior of the spout sleeve 16 and to limit
rotatable movement of the spout 32 to about 180°.

Functionally, the faucet 10 has a usual and sub-
stantially standard arrangement so that hot and
cold water may be connected to the inlet bush-
ings 13, flow of which is controlled by the hot and
cold water valve stems 18 and handles 21. The
valve washers 19 and seats 17T may be repaired or
renewed by removing the backings and stems.

The construction is, however, simplified by in-
ternally threading the escutcheons 30 and 37 and
securing them directly upon the sleeves 15 and
16, In prior constructions the valve body has
been extended upward and a special escutcheon
clamping nut provided thus requiring extra ma-
terial and parts.

In accordance with the present invention, the
body parts {1 and (2, the bushings 13, the flanges
14, the sleeves 15 and (6, the handles 21, the
packing nuts 25 and 36, clamp nuts 21, packing
retainers 23 and 34, and escutcheons 30 and 31
are each stampings or drawn or pressed sheet
metal parts of simple form and design and none
of these parts require machining except for
threading. Also the valve seats 1T are preferably
bressed or coined. Screws 29 and 22 of course
are made in the usual way; while washers 19,
packings 24 and 385, fibre washers 28 and rubber
clamp washers 29 are made of material other
than metal. Lock ring 38 is preferably made of
wire and spout 32 is formed of tubing; so that
each are analogous to sheet metal parts.

There only remains the valve stems 18 which
may be formed as castings, screw machine parts
or upset rods as desired..

By this construction many machining opera-
tions are eliminated and the amount of metal re-
duired for making the faucet is materially re-
duced. : .

The improved diverted outlet faucet (0g shown
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in Fig. 2 is identieal with the faucet 10 ih all-of
#¢ parts execept for the diverter valve and out=
lets. For mounting the diverter valve and out=
lets, the bottom body stamping e s modified oy
providing the tcentral flanged ‘opening {1b in
which the threaded outlet bushing 41 is secured.
An outlet séat bushing 42 sealed by gasket 438 is
threaded irito bushing 44. ’

Spout body steeve 16e is sectred to top body

stamping 12 and top valve seat 44 is thregded

into sleeve 16a and sealed by gasket 45. Diverter
serew bushing 46, body -outlet 41 and spout guide
48 ‘are integrally assembled with valve seat 44 in
a manner to be described. Escutcheon 49 is
clamped in place with nut 50 which threads ‘onto
body -otitlet 41. :Spout swivel 51 in which spout
32¢ is secured, swivels in spout guide 48 ‘and is
retaihed by ‘spout.lock ring 52 against which
spout packing 53 is clamped by packing nut ‘B4,
Spout swivel 51 is ‘alse provided with a diverter
valve packing rétainer §5 in which diverter valve
packing 56 is clamped by packing nut 51 for
patking ‘diverter valve stem 58 which extends
$hrouigh Swivel 61 -and is threaded at 59 in di~
verting screw bushing 46. )
‘A handle 60 is secured by screw 61 at the up-
per end of valve stem 88; and opposed valve wash-
ers 2 separated by washer container 63 are sé-
eured by wvalve nut 64 and lock washer 65 to
the loWer end :of valve stem 58, Operation of
valve stem 58 -alternately seats washers 62 on
eithet tap valve ‘seat 44 or bottom valve seat 42.
_dn accordance with the present invention, body
bottom 11d, outlet bushing 41, outlet seat 42,
sleeve 16a, top seat 44, bushing 46, body outlet
41, spout guide 48, ‘escutcheon 49, nut 50, swivel
54, lock ring 52, nut B84, retainer 55, nut 57,
handle 69, ‘conttainer 63 and washer 65 are each
stampings-or drawn er pressed sheet ‘metal parts
of isimpte form and design -and none of thie parts
fequire machining except for threading, and the
provision of the groove in swivel 51 for receiving
lock ring 52, and punching holes 66 in bushing 46.
The valve ‘seats on parts 42 and 44 are ‘coined.
Screw ‘61 and nut 64 are made in the usual way;
and gaskets ‘43 and 45, packings 53 and 56 and
wishers 62 ‘are made ©of material other than
metal. -Spout 320 is made ‘of tubing analogous
to sheet 1hetal. :
Thefe ‘again ‘only remains the diverter valve
stem 58 which may 'be formed as’a casting, screw
machine part-or upset rod as desired; and again
the ‘construction of the diverter valve ahd out-
lets described, eliminates many machining opera=
tions ‘and reduces the amount of metal required.
¥Washers 62 may be replaced and valve seats 42
and 44 may be ground by. unscrewing sleeve 44
from sleeve 16a. A spray device may be con~
nected to-outlet seat bushing 42.
- Now referring particularly to Figs. 3 to.7, each
of sstampings 1, 12, 18, 14, i5q and 18q are of
simple generally cup-form with thin strong wall
portiofis, and may be drawn, pressed, formed or
stainped from sheet metal such as stainless steel,
Monel ‘metal, brass or -other ferrous or non-
ferrous metal or the like. Bushings 13q are then
threaded =t ‘13D ‘as shown in Fig. 3 and sleeves 5
and 16 are -also threaded. Each stanmping i1, 12,
i8a, 14, 15a and 16a is formed, as shown, with
one of more tubular wall portions which may be
telescoped ‘within or around g tubular wall por=
tion of one or more of the other ‘stampings.
Further, each -sleeve stamping i5¢ and f6a is
formed with a reduced end in providing the
tubular wall portion thereof which is to be tele-
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These parts are theh assembled as follows: The
tubular wall portions of two bushings 13 are tele-
scopically force-fitted, respettively, within the
tubular walls ‘of the two bottom bedy stamping
outturnied tubular inlet copening walls 41a. ‘The
periphéral tubular wall 120 at the rim of topbody
stamping 12 is telescopically force-fitted within
the peripkieral tubular wall {10 at the rim of
bottom body stainping 11, The tubular ‘walls of
two body or sleeve flanges (4 are telescopically
force~fitted, respectively, upon the tubilar walls
4t the reduced ends of two sleeves 15. The tubl-
lar walls of the reduced énds of two sleeves 15
Wwith sleeve flanges 4 assembled theréto are tele=
scopically force-fitted, respectively, within the
tubular 'walls of the two top body stamping out-
turned tubular valve opening walls 12b so that
the ends of the tubular walls ‘of the sleeve flariges
14 ‘abut the «ends of the valve opening tubular
walls 126, A tubular wall of sleéve #6 is ‘tele-
scopically Torce-fitted Within the tubulai wall of
top body stambping outtuined tubular spout open=
ihg wall 42¢. Thus the parts are aligned and
rigidly held by the telescoped tubular walls In
acciirdte relation to each other ‘as shown 4in Fig.
4. 'The assembly is then placed in a brazing or
silver Soldering furtiace and the parts are simul-
taneotisly brazed or isilver soldered together 1o
forin the brazed or Silver soldered joints general-
Iy indicated at B; -and meanwhile the rigid force
it -agseinbling ‘holds the parts in proper relation
and alignment. )

After brazihe or silver soldering the valve seatb
openings in bushings 18 are preferably threaded
at 48¢. "The integral, simidtaneously. brazed -or
silver ‘soldered unitatry faucet body may then
have the valves, seats, packings, spout, etc., -as=
sembled therewith to form the faucet ‘showh -in
Hig. 1.

AAs previcusly pointed out, the faucet body of
the diverted outlet faucet of Fig. 2 contains many
of ‘thesame parts as the faucet of Fig. 1. In the
diverter valve and outlet, there are two additional
biaved or silver soldered sub-assemblies. In one,
the bushing 45 and -outlet 41 have tubular walls
teléscopically force fitted in valve ‘seat 44 after
machining and -guide 48 is similarly forced into
outlet 41. These parts then hold their acctrate
alighied telation while being brazed or silver
soldered to form a uhitary integral ‘structure.
In the other, the spoit -32¢ -and retainer 55 are
force-fitted into:sWwivel 54 -and similarly brazed 6
Silver goldered. "T»h"e yarious sub-”aissemblies and
other partsare then asseimbled to form the com-
pleted fauicét {0¢-shown in Fig. 2.

Tn its broadest aspects, the invéntich which
comprises the ;present improved method contem=
plates ‘eliminating the use of machined castings
or forgings in the manufactire of faucets ‘and
using Iow -cost; high production stampings made
by mass production methods for forming the
valve body; and then brazing or silvei soldering
thie parts into an assembly in 3 brazing :or-‘other
stitgble furnace to form ‘an integral ‘assembled
unit, thus saving a greatideal of matetial withoub
sacrificing strength.

Thus, the present intvention provides an im=
proved method -and improved method :steps for
inexpensively ‘making light weight sheet metal
faiidets from drawi,-stamped, pressed -or formed
sheet -or plate metal parts which may -be readily
and accurately ‘dssembled into -a rigid integral
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Also, the present invention provides an im-
proved sheet metal faucet construction having
strong thin sheet metal walls.

Accordingly, the present invention provides for
overcoming difficulties and eliminating many of
the expensive and complicated and wasteful op-
erations involved in the prior practice of making
faucets of the type described from castings or
forgings.

In the foregoing description, certain terms
have been utilized for brevity, clearness and un-
derstanding, but no unnecessary limitations are
to be implied therefrom beyond the requirements
of the prior art; because such words are utilized
for descriptive purposes herein and not for the
purposes of limitation, and are intended to be
broadly construed.

The words “sheet metal” are intended to in-
clude ferrous or non-ferrous sheet or plate metal
of the desired or necessary gauge from which it
may be desired to construct the faucets; the word
“body” used in referring to certain parts of the
faucet is intended to include the faucet casing,
water connections, valve and outlet sleeves and
connections, and related parts which are formed
from a plurality of stampings and brazed or sil-
ver soldered into an integral, thin wall section,
leak-proof unitary structure; the term “cup-
form” used particularly in describing the stamp-
ings shown in Figs. 3, 4, 5, 6 and 7 and also with
reference to the escutcheons, packing nuts and
the diverter valve sub-assemblies, is intended to
refer to stampings which are drawn from sheet
metal by essentially cupping operations, al-
though some of the finished stampings may have
the bottom wall of the cup pierced or removed;
and the term “brazing” is intended to refer to or
include a brazing or silver soldering operation or
step.

I claim: :

1. In a method of making a sheet metal faucet
body of thin wall section, the steps of drawing top
and bottom mixing chamber body sheet metal
cup members, forining a peripheral tubular wall
at the top of the bottom body member, forming a
plurality of outturned tubular inlet opening walls
in the bottom of the bottom body member, form-
ing a peripheral tubular wall at the bottom of the
top body member, forming a plurality of out-
turned tubular valve opening walls in the top of
the top body member, forming an outturned tubu-
lar spout opening wall in the top of the top body
member, drawing a plurality of inlet bushing
sheet metal cup members with tubular walls,
forming a plurality of sheet metal sleeve flanges
with tubular walls, drawing a plurality of valve
and spout sleeve members with tubular walls,
telescopically force-fitting the tubular wall of an
inlet bushing within each outturned bottom body
member tubular inlet opening wall, telescopically
force-fitting the tubular wall of a sleeve fange
upon the tubular wall of each valve sleeve, tele-
scopically force-fitting a tubular wall of a valve
sleeve with a sleeve flange assembled thereto
within each outturned top body member tubular
valve opening wall so that the ends of the body
flange tubular walls abut the ends of the tubular
valve opening walls, telescopically force-fitting
the tubular wall of g spout sleeve within the out-
turned top body member tubular spout opening
wall, telescopically force-fitting the peripheral
top body member tubular wall within the periph-
eral bottom body member tubular wall, simul-
taneously brazing the telescoped force-fit tubular
Joints to form an integral leak-proof faucet body,
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and said force-fit joints holding the constituent
members rigidly in accurate alighment while the
brazing is being performed.

2. In a method of making a sheet metal faucet
body of thin wall section, the steps of drawing
top and bottom mixing chamber body sheet metal
cup members, forming a peripheral tubular wall
at the rim of each of the body members, form-
ing a plurality of outturned tubular inlet opening
walls in one of the body members, forming s plu-
rality of outturned tubular valve opening walls
in one of the body members, forming an out-
turned tubular spout opening wall in one of the
body members, drawing a plurality of inlet
bushing sheet metal cup members with tubular
walls, forming a plurality of sheet metal sleeve
flanges with tubular walls, drawing a plurality of
valve and spout sleeve members with tubular
walls, telescopically force-fitting the tubular wall
of an inlet bushing within each outturned tubular
inlet opening wall, telescopically force-fitting the
tubular wall of a sleeve flange upon the tubular
wall of each valve sleeve, telescopically force-fit-
ting a tubular wall of a valve sleeve with a sleeve
flange assembled thereto within each outturned
tubular valve opening wall so that the ends of
the body flange tubular walls abut the ends of the
tubular valve opening walls, telescopically force-
fitting the tubular wall of a spout sleeve within
the outturned tubular spout opening wall, tele-
scopically force-fitting the peripheral body mem-
ber tubular walls one within the other, simul-
taneously brazing the telescoped force-fit tubular
Jjoints to form an integral leak-proof faucet body,
and said force-fit joints holding the constituent
mernbers rigidly in accurate alignment while the
brazing is being performed.

3. In a method of making g sheet metal faucet
body of thin wall section, the steps of drawing
top and bottom mixing chamber body sheet metal
cup members, forming a peripheral tubular wall
at the rim of each of the body members, forming
a plurality of outturned tubuiar inlet opening
walls in one of the body members, forming a plu-
rality of outturned tubular valve opening walls
in one of the body members, forming an out-
turned tubular spout opening wall in one of the
body members, drawing a plurality of iniet bush-
ing sheet metal cup members with tubular walls,
forming a plurality of sheet metal sleeve flanges
with tubular walls, drawing a plurality of valve
and spout sleeve members with reduced end tubu-
lar walls, telescopically force-fitting the tubular
wall of an inlet bushing within each outturned
tubular inlet opening wall, telescopically force-
fitting the tubular wall of 3 sleeve flange upon the
reduced end tubular wall of each valve sleeve,
telescopically force-fitting a reduced end tubular
wall of g valve sleeve with a sleeve flange assem-
bled thereto within each outturned tubular valve
opening wall so that the ends of the body flange
tubular walls abut the ends of the tubular valve
opening walls, telescopically force-fitting the re-
duced end tubular wall of a spout sleeve within
the outturned tubular spout opening wall, tele-
scopically force-fitting the peripheral body mem-
ber tubular walls one within the other, simul-
taneously brazing the telescoped force-fit tubular
joints to form an integral leak-proof faucet body,
and said force-fit joints holding the constituent
members rigidly in accurate alignment while the
brazing is being performed.

JACQUES STANITZ.

(References on following page)
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Name Date
Robinson et al. ... Sept. 28, 1837
Sandberg —eooe—emmme Apr. 5, 1938
Santamaria ——-o--—- July 5, 1938
Weatherhead, Jr. -~ Aug. 9, 1938
MONEY oo Apr. 4, 1939
DAY e —mmmmeem Aug. 29, 1939
Greene we—ce—weem- Sept. 26, 1939
Weatherhead, Jr. _._ July 30, 1940
Smith e = Oct. 22, 1940
ThOmMPSON e cem e emm Sept. 9, 1941
Broecker ——eememaew Apr. 11, 1944
Heintz et al, - July 11, 1944
Klein —meece e Aug. 15, 1944




