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This invention relates to the manufacture of lavatories
or sinks from sheet metal, and includes an improved
press method used in the manufacture of the lavatory
or sink. The invention includes the press operation
whether in the manufacture of lavatories or sinks or other
products.

The article manufactured includes a shelf back. Ordi-
nary methods of drawing have not been found satisfactory
for fabricating the well of the lavatory or sink in a sheet
of metal and drawing the shelf back adjacent the well,
because of the tendency of the ends of the shelf back
to rupture. This difficulty has been overcome by the pres-
ent method of forming the lavatory or sink, which includes
the use of a sliding pilot. This pilot is used to interiorly
support the well which is partially drawn before the shelf
back, and prevents excessive distortion of the well dur-
ing the drawing of the shelf back. The drawing of the
well is then completed.

Notches are cut in the sheet to locate it in the press.
In drawing the shelf back these notches are located adja-
cent the rear corners of the top of the shelf back, and are
between flanges turned inat the top and sides of the shelf
back and facilitate the formation of these flanges.

The steps of manufacturing the lavatory will be more
fully discussed in connection with the drawings.

The sliding pilot is movably mounted on the platen of
a press. The well of the lavatory fits over it. The pilot
is located mear the front of the platen at the start of the
operation in which the shelf back is drawn, the means for
drawing the shelf back being located toward the rear of
this platen. The pressure pad is adjusted so that it does
not hold the sheet metal too tight to prevent its sliding
backward as necessary during the drawing of the shelf
back. After the pressure pad has been lowered over the
sheet metal, a punch which is fastened to the inner ram
of the press draws the shelf back in the sheet metal, and
as it does so the pilot moves rearwardly on the platen and
the sheet moves with it. Thus, as the shelf back is drawn
in the metal, the sheet with the well in it moves toward
the shelf back, facilitating its formation and the pilot pre-
vents any more than minimum distortion of the well.

The construction of the sliding pilot and its operation

will be further described in connection with the ac-

companying drawings.

Figs. 1-7 are perspective views of the lavatory at dif-
ferent stages in its formation;

Fig. 8 is a section on the line 8—8 of Fig. 3;

Fig. 9 is a section on the line 9—9 of Fig. 4;

Fig. 10 is a plan view of the lower platen of the press;

Fig. 11 is a section on the line 11—11 of Fig. 10, show-
ing the open press; and

Figs. 12 and 13 are similar sections, but show the press
at different stages in the drawing of the shelf back.

Fig. 1 shows the sheet of metal or blank 1 from which
the lavatory is to be drawn. This is preferably a sheet of
high grade iron. It will be of the usual thickness, and
its size will depend upon the size of the lavatory which
is to be made.

In the first strike, this blank is developed by drawing
the well 2 which is somewhat smaller than the well which
is finally formed. 1t is perhaps one inch short of full
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depth. Tts area may be the area of the final well, al-
though it may be somewhat smaller. The blank is de-
veloped by trimming the back to form a straight edge 3
and the locating notches 4.

The sheet is then inverted and the well is placed over
the sliding pilot, as will be more fully explained in the
discussion of Figs. 10 and 11. The shelf back 5 is then
drawn into the rear of the sheet. The flanges 6 along the
top and sides of the rear of the shelf back are simul-
taneously formed. This will be discussed in detail in con-
nection with the explanation of Figs. 10 to 13. The
notches 4 are so located that in the final lavatory they
come exactly at the corners 7 at the top rear of the shelf
back. Without notching, these corners would not be
smooth.

Drawing the shelf back distorts the well somewhat, as
shown in Figs. 3 and 8 by the wrinkles 8 which are pro-
duced in the back corners of the well. In the next step
the well is re-struck to extend it to its final depth and
shape, and it is enlarged sufficiently to remove the
wrinkles. It is then placed in another die and the sides
9 and front 10 of the lavatory are wiped down. This is
done with a double-action draw die. The resulting product
is shown in Fig. 4.

In the the next operation the edges are trimmed to
produce the narrow flange 11, the drain hole 12 is punched
in the bottom of the well, and the openings 13 are pro-
vided for the fixtures. The narrow flange 11 is then wiped
down straight to produce the product illustrated in Fig. 6.
In the final operation a cam flange turns the flange 11
inwardly along the front and sides of the lavatory.

The lavatory is now ready for pickling or whatever
treatment is necessary prior to enameling, and then
enameling, which may be done in any usual manner.

The operation of the sliding pilot which is used in draw-
ing the shelf back is illustrated in Figs. 10 to 13.

Fig. 10 is a plan view of the lower platen 20 and Fig. 11
is. a section showing the platen 20 with the upper platen
21 above it. Figs. 12 and 13 show the sliding pilot at
different locations in different stages in the formation of
the shelf back.

The bottom 22 of the upper platen serves as a pressure
pad. The punch 23 is fastened to the inner ram. It
operates in the opening 24 of the lower platen in which
there is a pressure plate 25 which is supported pneu-
matically by a cylinder 26 or the like. (The air connec-
tions and other details of the cylinder are not shown.)
The locating pins 27 are positioned at the rear of the
lower platen.

The sliding pilot 30 is shaped so that the well 2, after
the first draw, fits rather snugly over it. It supports the
well interiorly. There are keyways 31 in the bottom of
the sliding pilot and these slide on keys 32 which are
fastened to the platen. The stop 33 limits the move-
ment of the sliding pilot.

After the first strike and after the back edge 3 of the
lavatory has been trimmed and the notches 4 have been
cut (as illustrated in Fig. 2), the sheet is inverted and
the partially drawn well 2 is placed over the sliding pilot.
The notches 4 fit against the locating pins 27. The upper
platen is then lowered as shown in Fig. 12. It may
come down to the sheet. Then the punch 23 is forced
down to draw the shelf back. The final position of the
parts of the press is illustrated in Fig. 13.

Fig. 12 shows the sheet when formed as in Fig. 2, in-
verted over the sliding pilot 30, with the pressure pad
lowered. The punch 23 is then forced down on the sheet
against the pressure plate 25. As the punch sinks in the
opening 24 below the level of the top of the lower platen,
the narrow portion 35 of the sheet which in Fig. 12 is
shown between the back of the opening 24 and the locat-
ing pins 27 is drawn down into the opening and turned
upwardly. As the sheet is drawn into the opening, the
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thin strips outside the notches are turned in to form

flanges at the back of the shelf back. The nciches are
between these side flanges and that formed across the
top of the shelf back. Without these notches: there would
be excess metal at the corners and the flanges ‘would
pucker. Because of the notches, the flanges are easily
formed and project inwardly from the top and sides of the
shelf back. As the shelf back and flanges are drawn
into the sheet the forward portion of the sheet moves
rearwardly between the pressure pad and the lower platen.
The well 2 moves backward as a part of this sheet, and
slides the sliding pilot 3% with it. The wall 41 of the
opening 49 in the upper platen limits the extent of the
backward movement of the sliding pilot and well. i tends
to prevent the sheet from being drawn away frem the
rear wall of the pilot 30, The final position of the various
parts of the press is shown in Fig. 13. The appearaac:
of the sheet after completion of this operation is illus-
trated in Fig. 3. )

- There is nothing to held the rear wall of the well
2 tight against the rear face of the pilot 39 as it
moves backward. Although the rear face 41 of the
opening tends to do this after the pilot contacts it, there
is some distortion of the well and wrinkles 8 are formed
in its rear corners as its rear wall is pulled slightly away
from the rear surface of the sliding pilot. These wrinkles
are removed in the second strike, as previously described.
Figs. 4 and 9 show the well after the second strike. This
strike enlarges the well sufficiently to remove the wrinkles.

The cylinder 26 is advantageously equipped in any
usual way to have the pressure plate 25 serve as a kick-
cut to push the depressed portion of the plate cut of the
cavity as soon as the pressing operation has been com-.
pleted.

What I claim is:

1. The method of drawing a lavatory or sink from
sheet metal, which comprises drawing a well in the metal
somewhat smaller than the final well, then drawing a
shelf back in the sheet at a distance from the well while
supporting the well interiorly to limit the amount its
depth can be reduced and simultaneously drawing the
well toward the shelf back, and thereafter enlarging the
well to its final dimensions, the shelf back being offset
from the nearest wall of the well on completion of the
method. )

2. The methed of forming a lavatory or sink from sheet
metal, which comprises drawing a well in the sheet some-
what smaller than the final well, drawing a shelf back to
the rear of the well and at a distance from the well while
. supporting the well interiorly to limit the amount its
depth can be reduced and simultaneously drawing the well
toward the shelf back, the shelf back being offset from
the nearest wall of the well on completion of the method,
and also simultaneously wiping the back edge of the sheet
downward to form a flange perpendicular to the original
plane of the sheet.

3. The method of drawing a lavatory or sink from a
sheet metal blank, which comprises drawing a well in
the blank, trimming the rear edge straight and producing
two notches in the rear edge of the sheet near the ends
of said straight edge, and thereafter in one operation both
drawing a shelf back to the rear of the well and at a dis-
tance from the well with the notches located symmetri-
cally with respect to the rear corners of the top of the
shelf back and simultaneously bending narrow strips of
the sheet in perpendicularly to the top and sides of the
shelf back to form flanges at the back and sides of ths
shelf back with the notches between the side and back
flanges, and also simultanecusly drawing the well toward
the shelf back while supporting it interiorly, the shelf
back being offset from the nearest wall of the well on
completion of the method.

4. A drawing press which includes two platens adapted
to meet with the metal being worked and located between
them, one of which platens, serving as a pressure pad,
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includes a punch movably supported therein, an opening
in the other platen to receive the punch when it is moved
out of the first platen toward the second platen, and a
pilot slidably supported on one of the platens and adapted
to be moved toward and away from the opening, with an
opening in the platen which does not support the pilot,
which latter opening is at a distance from the first open-
ing and is larger-than the pilot so that the pilot is movable
in said latter cpening when the metal being worked is
between the pilot and the wall thereof.

5. A press the lower platen of which has an opening
toward the rear, a pilot slidably mounted on the lower
platen by means of parallel keys and keyways directed
toward the opening, a punch in the upper platen which
punch is adapted to move out of the upper platen into
the opening in the lower platen, and a single opening in
the underside of the upper platen which accemmodates
the pilot when located in any position on the lower platen
to which it may be slid, with the metal being worked be-
tween the pilot and the wall of the opening, the undersur-
face of the upper platen around the opening serving as a
pressure pad.

6. The method of drawing a lavatory or sink from
sheet metal, which comprises drawing a well in the metal
and then drawing a shelf back in the sheet at a distance
from the well while supporting the well interiorly to limit
the amount its depth can be reduced, and simultaneously
moving the well toward the shelf back by drawing into the
shelf back sheet metal which separated the well from the
area where the shelf back is formed.

7. A drawing press for a lavatory or sink which in-
cludes two platens, one of which serving as a pressure pad
includes a punch for a shelf back movably supported
therein, an opening in the other platen to receive the punch
when it is moved out of the first platen toward the second
platen, and a pilot somewhat shallocwer than the well to be
formed in the lavatory or sink slidably supported on the
second platen and adapted to move toward and away from
the opening, with a second opening in the first platen lo-
cated at a distance from the first opening, which second
opening is larger than the pilot and accommodates the
pilot in any position with the metal being worked located
between the pilot and the wall of the second opening.

8. The method of drawing two depressicas in sub-
stantially flat sheet meta], which comprises first drawing
one of the depressions, and thereafter drawing the second
depression and in so doing moving metal from the first
depression toward the second depression and simultane-
ously moving metal located between the first depression
and the station of the second depression into the second
depression, while supporting the first depression interior-
1y to.limit the amount its depth is reduced.
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