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CHANNEL-FORMING MACHINE. 
Application filed May 28, 

The invention relates to a machine for 
making channels with edge flanges from 
steel strips, for use in building construction 
as sills, joist, studs, and the like; and the 

5 object of the improvement is to provide dif 
ferential rolls with centering feeding guides 
and straightening delivery rolls for produc 
ing a flanged channel directly from a strip 
of sheet steel by a continuous operation, and 

10 especially to provide lateral adjusting means 
for certain rolls, for producing channels 
with webs and flanges of different widths 
and depths upon the same machine, without 
removing or replacing any portion thereof. 
The invention is illustrated in the ac 

companying drawings, forming part hereof, 
in which:- 

Fig. 1 is a side elevation, in two sections, 
of the entire machine, omitting certain por 

20 tions of the driving gearing; 
Fig. 2, a plan view of the forward portion 

of the machine, with the housings and the 
gearings and rolls removed, to show the 
stationary and adjustable bases; 

Fig. 2, a like view of the rear portion of 
the machine; Fig. 2, a fragmentary section, as on line 
2-2, Fig. 2, showing a base adjusting 
guide; 

s 

25 

30 
of different widths, showing the initial bend 
ing of edge flanges to form channels of 
different widths and depths; 

Fig. 4, a series of similar sections, show 
ing edge flanges completely formed thereon 
and the initial bending of channel flanges 
to form channels of different widths and 
depths; 

ig. 5, is a cross section of the guiding 
feed table on line 5-5, Figs. 1 and 2, show 
ing therein a steel strip of the greatest width 
usually employed; o 

Fig. 5, an enlargement of the guide ad 
justing rod and sleeve shown in Fig. 5; 

Fig. 6, a front end view of the channel 
forming machine, showing the feed and flat 
tening rolls and the housings and gearings 

35 

in elevation, with a steel strip in section of Figs. 1 and 2 of the bearings and housings, the greatest width usually employed; and 
showing in section, as on line 6-6, Figs. 1 
and 2, the right side adjusting means; 

Fig. 7, a cross section, as on line 7-7, 
Figs. 1 and 2, of the initial edge-flange bend 
ing rolls, bearings and housings, and the 

50 

Fig. 3, a series of sections of steel strips . 

1924. Serial No. 716,396. 

left side adjusting means, showing the driv 
ing gearing in front elevation; 

Fig. 7, an enlargement of the steel strip 
section with the initial bending of edge 
flanges, shown in Fig. 7; 

Fig. 8, a cross section, as on line 8-8, 
Figs. 1 and 2, of the second edge-flange 
bending rolls, bearings, housings and bases, 
showing the rolls and driving gearings in 
front elevation; Fig. 8", an enlargement of the steel strip 
with the second bending of edge flanges, 
shown in Hig. 8: 

Fig. 9, a cross section, as on line 9-9., Figs. 1 and 2, of the housings, bearings and 
left side adjusting means showing in front 
elevation the final bending rolls for the right 
side edge flange; 

Fig. 9", an enlargement of the steel strip 

55 
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Section with the final bending of a right edge 
flange, shown in Fig. 9; 

Fig. 10, a cross section, as on line 10-10, Figs.1 and 2, of the housings, bearings and 
left side adjusting means, showing in front 
elevation the final bending rolls for a left 
side edge flange; 

Fig. 10, an enlargement of the steel strip 
section with the final bending of a left edge 
flange, shown in Fig. 10; 

Fig. 11, a fragmentary section, as on line 
11-11, Figs. 9 and 10, showing a side ele 
yation of the final bending rolls for the edge 
flanges; . 

Fig. 12, a cross-section, as on line 12-12, 
Figs. 1 and 2, of the initial bending rolls for 
channel flanges, showing the bearings, hous 
Ings and left side adjusting means; 

ig. 12, an enlargement of the sheet strip 
section with the initial bending of channel 
flanges, shown in Fig.12; . 

Fig. 13, a cross-section, as on line 13-13, 
Figs.1 and 2, of the bearings and housings, 
showing in front elevation the second bend 
ing rolls for channel flanges; 

Fig. 13, an enlargement of the steel strip 
section with the second bending of channel 
flanges, shown in Fig. 13; 

Fig. 14, a cross-section as on line 14-14, 
showing in front elevation the third bend 
ing rolls for the channel flanges; 

ig. 14, an enlargement of the steel strip 
section with the third bending of channel 
flanges, shown in Fig. 14; 
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Fig. 15, a cross-section, as on line 15-15, 
Figs.1 and 2, of the housings, and bearings, 
showing in front elevation the fourth bend 
ing rolis of a left side channel flange; 
? 15, an enlargement of the steel strip 

section with the fourth bending of a left 
channel flange, shown in Fig. 15: 

Fig. 16, across-section, as on line 16-16, Figs.1 and 2, of the housings and bearings, 
showing in front elevation the fourth bend 
ing rolls for a right side channel flange; 

Fig. 16, an enlargement of the steel strip 
section with the fourth bending of a right 
channel flange, shown in Fig. 16; 

Fig. 17, across-section, as on line 17-17, Figs.1 and 2, of the housings and bearings, 
showing in front elevation the final rolls 
for a left side channel flange; 

Fig. 17, is an enlargement of the steel 
strip section with the final bending of a 
left side channel flange, shown in Fig. 17; 

Fig. 18, a cross-section, as on line 18-18, 
Figs.1 and 2, of the housings and bearings, 
showing in front elevation the final bending 
rolls for a right side channel flange; 

Fig. 18, is an enlargement of the steel 
strip section with the final bending of a 
right side channel flange; 

Fig. 19, a cross-section, as on line:19-19, 
Figs.1 and 2, of the bases, showing in front 
elevation the web flattening and delivery 
rolls and the bearings and housings therefor, 
and the channel straightening rolls beyond 
the same; 

Fig. 20, a perspective view of a completely 
formed channel; and 

Fig. 21, a fragmentary section of two 
channels with their webs abutted and joined 
together, as by rivets or spot welding, to 
form a steel joist. 
Similar numerals refer to similar parts throughout the drawings. 
The steel strips to be formed into chan 

nels are finished to the proper width and 
cut to the proper length for making the de 
sired product, and when the same are made 
from sheets they are slit to form strips hav 
ing a sufficient width to include the web, the 
channel flanges, and the edge flanges of the 
channel to be formed. 
The forming of channels from strips in 

volyes bending of the metal at the angles 
of the flanges, and the machine embodying the present improvement is designed upon 
an assumed base line along the angle to be 
bent between the web and the right side 
channel flange, as shown by heavy broken 
lines. a- a traversing the sections shown 
in Figs. 3 and 4. For this reason the rolls 
employed for bending the strip to form this 
angle require no lateral adjustment, and the 
same, are mounted in bearings in housings 
which are fixed upon the base of the ma chine. 
The width of the channel flange, however, 

1,678,787 
necessarily varies in the formation of chan 
nels of different depths, as shown by light 
broken lines y-y traversing the sections 
shown in Fig. 3 of the drawings; which ne 
cessitates a lateral adjustment of the rolls 
employed for bending the angles between 
the channel flanges and the edge flanges, on 
each side of the assumed base line of the 
machine. 

Furthermore, the width of the web neces 
sarily varies in the formation of channels 
of different widths, as shown by light broken 
lines 2-2 traversing the sections shown in 
Fig. 4 of the drawings; and for this reason 
the rolls employed for bending the angle be 
tween the web and the left side channel 
flange, require a lateral adjustment with re 
spect to the assumed base line of the ma 
chine, which corresponds to the location of 
the rolls employed for bending the angle be 
tween the web and the right side channel 
flange; the reference to right and left side 
being with respect to one facing the front 
end of the machine and looking toward the 
rear end thereof. 
And finally, the varying width of the 

strips used for making channels of different 
widths and depths, requires not only a lat 
eral adjustment of the guides on the feed 
table with respect to each other, but also 
requires a lateral adjustment of the right 
side guide, so as to properly direct the strip 
into the forming machine for bending the 
angle of the right side edge flange at the 
proper distance from the angle to be bent in 
forming the right side channel flange, as 
indicated by the heavy and light broken 
lines in Fig. 3 of the drawings. - 

The feed table. 
The feed table 22 may be mounted on 

corner standards 23 upon a base 24 secured 
by bolts 25 to the forward end of the sta 
tionary base 26 of the channel forming ma 
chine; and upon the top of the table are 
provided a plurality of transverse dove 
tailed channels 27, which receive and guide 
transverse dove-tailed slides 28 formed or 
secured on the bottom of the longitudinal 
guide plates 29 which plates rest and may 
slide laterally upon the top of the table. 
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A wearing plate 30 is preferably secured 
upon each guide plate 29 as by screws 31, 
and aligned guide bars 32 and 32" are se 
cured upon the outer side of each wearing 
plate by means of bolts 33 extending through 

120 

slotted apertures 34 in the guide bars 32 
and through the wearing plates into the 
guide plates, so that the guide bars may be 
given a slight lateral adjustment thereon. 
A guide roll 35 is mounted on each guide 

plate in the forward part of the table be 
tween the adjacent ends of the aligned guide 
bars 32 and 32'; and a guide roll 35 is 
mounted on the rear end of each guide plate 
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at the end of the guide bar 32. The guide 
rolls are mounted for turning on vertical 
axes, and the roll 35 may be cylindrical in 
form with a conical flange on its lower end 
for acting on the edges of a steel strip A 
to center the same between the guide bars, 
while the rolls 35’ may be provided with re. versely coned flanges forming a groove 35' 
for centering and guiding the strip in the 
proper plane for entering between the nip 
or the feeding and flattening rolls 36 of the 
forming machine. 
The guide bars are adjusted approxi 

mately to the width of the strip, while the 
guide rolls are adjusted more exactly there 
to, so that the rolls will not only accurately 
center the strip but will direct it longitudi 
nally into the channel forming machine in proper position for the operation of the se 
ries of bending rolls. 
Anumber of transverse channels 38, lo 

cated a substantial distance apart, are pro 
vided in the top of the table, in each of 
which is located an adjusting screw rod 39 
or 39 and a reverse screw sleeve 39 swivel 
led on one end thereof; and bearing plates 
40 and 40' are secured to the sides of the 
table, in which the end portions of the rod 
and sleeve respectively are journaled, suit 
able collars 41 being provided on the rod 
and a collar flange 41' being provided on the 
sleeve to stop the same from endwise move 
ment. 
Screw bearing lugs 42 and 42 are formed 

on or secured to the longitudinal plates 29 
and depend into the transverse channel 38 
for operating engagement with the screw 
rods and swivelled sleeves respectively, by 
means of which the guide plates and the 
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guide members thereon may be adjusted 
laterally upon the table. A squared shank 
39' is provided at each end of at least one 
of the screw rods, by means of which the 
same can be turned by a crank 43 applied 
to either end thereof. 
A chain gear 44 connects the ends of the 

rods on one side of the machine, and a chain 
gear 44 connects the ends of the sleeve on 
the other side of the table, so that they will 
be rotated in unison. 
A tubular extension 39 is provided on the 

outer end of one of the sleeves areund the 
screw rod. This sleeve is provided with a 
plurality of longitudinally slits 39', and is 
surrounded by a split band 45 provided with 
radial flanges 45, by means of which the 
tubular extension of the sleeve may be 
clamped upon the rod by a bolt 45’ to ro 
tate the one by the other. 
When it is desired to adjust the guides on 

the feed table for a strip 
width, the band 45 is clamped by the bolt 
45' around the tubular extension 39 of the 
sleeve to co-ordinate the movements of the 
guide bars on both sides, and the rod and 

of any particular - 

3 

sleeve are then rotated together by the 
crank 43 on one rod, to adjust the right side 
guide bars and rolls laterally into proper 
position to direct the right edge of the strip 
into the channel forming machine for form 
ing the right side flanges of the channel for 
which the strip is intended; whereupon the 
swiveled sleeve is released from the rod b 
unscrewing the bolt 45', whereupon the left 
side guide bar and rolls are laterally ad 
justed for the left edge of the strip, by ro 
tating the screw rod by the crank without 
turning the sleeve swiveled thereon; after 
which the sleeve is again clamped to the rod, 
and the guides can then be adjusted to and 
from each other to accommodate slight 
variations in the widths of strips. 

The channel forming machine. 
Upon the main stationary base 26 of the 

channel forming machine, are mounted a 
number of movable bases 46, 46 and 46 
for supporting the housings and bearings for 
the rolls requiring a lateral adjustment, and 
protruding from the bottom at each end of 
each movable base is provided a flange 47 
which is adapted to engage, under the oyer 
lapping flange of a guide bar 47', or 47', 
under which the base flanges may slide dur 
ing a lateral adjustment of the movable 
bases. These guide bars are secured to the 
stationary base by means of bolts 47', and 
some of the guide bars 47' may be propor 
tioned so that they may be clamped upon the 
base flanges, for holding the movable bases 
firmly upon the stationary base, as shown in 
detail in Fig. 2. 
The adjustable base 46 is L-shaped inR: 

form and upon the forward longitudinal 
stem portion thereof is mounted the housing 
48 which carries the bearings 49 for the cor 
responding journal ends of shafts 36 of the 
feeding and flattening rolls 36, the bearings 
49 for the corresponding journal ends of the 
shafts 50' of the rolls 50 and 50' used for 
initially bending the right edge flange a of 
a strip, and the corresponding journal ends 
of the shafts 51' of the rolls 51 and 51 used for the second bending of the right side 
edge flange a; and upon the transverse rear 
L. portion 46 of the movable base 46 is 
mounted the housing 52 which carries the 
bearings 53, and 54 for the rolls 55, 55' and 
56, respectively, which are used for finally bending the right side edge flange a' of a 
strip. - 

Á’ ?crew bearing 57 is secured in each end 
of the movable base 46, in each of which 
bearings is operatively engaged a screw rod 
58 or 58, which rods extend to the left through journal bearings 59 mounted on 
brackets 60 secured to the left side of the 
stationary base, with end thrust collars 61 
held in place by adjustable lock nuts 62 on 
the bar at each side of the bearings for hold 
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ing the rods from endwise movement; and a 
chain gearing 63 is operatively mounted on 
the ends of these rods for rotating them in 
unison by a crank on the protruding square 
shank end 58' of either one of the rods. 
By these means, the movable base 46 and 

the housings thereon with all the journal 
bearings carried thereby, may be bodily ad 
justed laterally of the forming machine, and 
the corresponding shafts are carried endwise 
with the bearings by the abutment of the 
hubs of the several rolls on the inner end and 
of a stop collar 64 on the outer end thereof; 
so that all these parts may be bodily ad 
justed laterally by a turning of the screw 
bars 58 and 58 by a crank on the end of 
either one of them, for bringing all the rolls 
which are successively used for bending the 
right side edge fange a’’ of a strip, into 
proper position for their particular work. 
The maximum variation in the depth of a 

channel, and the corresponding width of the 
channel flanges, does not ordinarily exceed 
two or three inches, so that the feeding and 
flattening rolls and the right side edge bend 
ing rolls do not require any greater adjust 
ment than this, yariation;, and to accommo 
date such an adjustment the individual gear 
wheels 65 and the master gear wheel 66 are 
driven by pinions 65 and 66 having their 
faces wide enough to accommodate the later 
al adjustment of the gear wheels without 
any corresponding movement of the pinions. 
The bearings 65 for the journals on the 
inner ends of the shafts 65’’ of the individ 
ual pinions 65' are mounted in the mov 
able housing 48, and are free to move along 
these shafts during a lateral adjustment of 
this housing. 
A stationary housing 48* is secured on the 

left forward corner of the stationary base 
and carries the bearings 36 for the corre 
sponding journal ends of shafts of the feed 
ing and flattening rolls 36; and these jour 
nals on the left end of the shaft 36 are free 
to slide endwise in the bearings during a 
lateral adjustment of the rolls, which are 
made long enough to include the widest strip 
for which the channel forming machine is 
designed, when the rolls are adjusted to the 
extreme right side position, as shown in 
Fig. 6. 
The adjustable base 46 is likewise - 

shaped in plan form, and the rear trans 
verse L-portion 46° is spaced from and con 
nected with the forward longitudinally ex tending stem portion thereof by a flanged 
yoke 46', for receiving between them the 
transverse rear L-portion. 46 of the movable 
base 46 when these bases are moved toward 
each other to adjust the forming rolls for 

35 

making the narrower channels. 
Upon the forward longitudinal stem por 

tion of the movable base 46 is mounted the 
housing 48 which carries the bearings 49 
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for the corresponding ends of the shafts 50' 
of the rolls 50 and 50' used for initially 
bending the left edge of a strip a, and the 
corresponding ends of the shafts 51 of the 
rolls 51 and 51' used for the second bending 
of the left side edge a'; and upon the trans 
verse rear -portion 46 of the movable base 
46 is mounted the housing 52 which carries 
the bearings 53 and 54 for the rolls 55, 
55' and 56 respectively, which are used for 
finally bending the left side edge flange a'. 
A screw bearing 57 is secured in each end 

of the movable base 46, in which bearing 
Screw rods, 58 or 58 are operatively en 
gaged. These rods extend to the left 
through journal 59 mounted on brackets 60 
secured to the left side of the stationary base, 
with end thrust collars 61 held in place by 
adjustable lock nuts 62 on the rod at each 
side of the bearings, for holding the rods 
from endwise movement; and a chain bear 
ing 63 is operatively mounted on the ends 
of these rods for rotating them in unison by 
a crank on the protruding square shank end 
58' of either one of these rods. 
By these means, the movable base 46 

and the housings thereon, with all the jour 
nal bearings carried thereby, may be bodily 
adjusted laterally of the forming machine 
for bringing all the rolls successively used 

o 
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for bending the left edge flanges a? of a 
strip; and to permit this adjustment, the 
hubs of the left side rolls 50 and 50', and 
51 and 51 are splined upon the shaft 50' 
and 51' so as to slide endwise thereon, and 
these hubs are extended along the shafts to 
form journal sleeves 50' and 51' respec 
tively for turning in the bearings 49' and 
49; the journal sleeves being stopped from 
endwise movement in the bearings by the 
abutment of the roller hubs on one end and 
the abutment of a stop collar 64 on the 
other end thereof. 
The final bending rolls for each edge flange 

a' of a strip, include a pair of cylindric rolls 
55 or 55 turning on axes at right angles to 

00 

(s 

each other which are journaled in a bracket 
53 or 53, for bearing against the under side 
and the outer side respectively of the strip 
and the formed edge flange; and a V-face 5 
disk wheel 56 or 56 turning on an inclined . 
axis journaled in a bearing 54 or 54, for 
operating on the inner sides of the angles 
opposite the ends of the under and outer 
rolls, to finally form the edge flange at an 
exact right angle to the body A of the strip, 
as shown in Figs. 9 and 10. 
The bearing brackets 53 and 53 are each 

provided with transverse slide flanges 53 
bearing in transverse slide ways 67 formed 
in a supporting base 67 secured in the hous 
ing 52 or 52. A screw rod 68 is journaled in 
a bearing 68 in the side wall of the housing, 
with stop collars 68’ on each side thereof, 
and is operatively engaged in a screw bear 
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ing 53' formed on or secured to the bearing 
bracket for adjusting the cylindric rolls to 
gether laterally in the respective housings so 
as to accurately position them for their par 
ticular work. - 
The bearing brackets 54 and 54 for the 

V-face rolls 56 and 56°, are provided with 
transverse slide flanges 54' bearing in trans 
verse slide ways 69 formed in a supporting 
bracket 69 depending from and secured to the 
top of the housing 52 or 52 by bolts 69'. 
A screw rod 68 is journaled in a bearing 
68 in the side wall of the housing, with 
stop collars 68' on each side thereof, and is 
operatively engaged in a screw bearing 54' 
formed or secured on the bearing bracket 
for adjusting the V-face roll laterally in 
housing, so as to accurately position the 
same for its particular work. 
The upper face of the upper wall 68 of 

the supporting bracket is formed in a down 
wardly diverging plane from the opposing 
underside face of the top wall 52 of the housing, and a wedge plate 70 is interposed 
between these faces, between which it is end 
wise movable by means of a screw rod 70 
secured to the housing and extending 
through L-flange 70' on the free end of the 
wedge plate with a nut 70 on each side 
thereof, for adjusting the supporting bracket 
and V-face roll upward and downward with 
in the housing, to accurately position the 
same for its particular work. • 

It will be understood that the bolts 69' 
are loosened before a lateral or a vertical 
adjustment is made for the supporting 
bracket 69 and that these bolts may be 
tightened after an adjustment is made; and 
it will also be understood that the described 
lateral adjustments which may be given to 
the cylindric rolls 55, and the lateral and 
vertical adjustments which may be given to 
the V-face rolls 56, may be made independ 
ently of each other, as well as of the lateral 
adjustment which may be given to all of 
these rolls together by the movable bases 46 
and 46 upon which their respective hous 
ings are mounted; so that these rolls can 
not only be adjusted together into proper 
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position for bending an edge flange into 
proper width, but can be adjusted independ 
ently for properly cooperating in the final 
formation of the channel flange at an accu 
rate right angle from the web A' of the 
strip. 
A stationary housing 48 is fixed upon a 

seat 46 formed or secured upon the station 
ary base 26; which housing carries the bear 
ings 49' for the shafts 71'', 72' and 73' 
for the rolls 71 and 71, 72 and 72 and 73 
and 73' used for the first, second and third 
bending of the right channel flanges b', for 
which no lateral adjustment of these rolls 
is required because the angle of this flange 
is the assumed base line upon which the 
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stationary or non-adjustable parts of the 
machine is built. 

Likewise, stationary housings 52 and 52' 
are fixed upon seats 46' formed or secured 
upon the stationary base 26; which housings 
carry the bearing brackets 53° and 53, for 
the cylindric rolls 55, and the bearing 
brackets 54° and 54 for the V-face rolls 56, 
which are used for the fourth and for the 
fifth and final bending of the right side 
channel flange b' of a strip, which rolls 
are mounted in their respective housings 
for the same lateral and vertical adjust 
ments which have been described for the like 
rolls which have been used in finally bend 
ing the edge flanges. 
The adjustable base 46, is L-shaped like 

the adjustable base 46, except that its for 
ward longitudinal portion is somewhat 
longer and that it is provided with two rear 
transverse portions 46, which are spaced 
apart and connected together by a flanged 
yoke 46' for receiving between them the 
forward seat portion 46' of the stationar 
base upon which the housing 52 in whic 
the fourth right side channel bending rolls 
are mounted. 
Upon the forward longitudinal stem por 

tion of the movable base 46 is mounted the 
housing 48, which carries he bearings 49 
for the journal sleeves 71, 72' and 73' 
on the ends of the hubs of the corresponding 
rolls used for the first three bendings of the 
left channel flange b of a strip, which hubs 
and sleeves are splined upon the shafts 71', 
72 and 78' to permit an endwise sliding 
adjustment thereon; and upon the trans 
verse rear L-portions 46 of the movable 
base 46, are mounted the housings 52 and 
52' which carry the bearings 53, for 
the cylindric rolls 55 and 55' and the bear 
ings 54 for the V-face rolls 56 which are 
used for the fourth and the final bendin, 
of the left side channel flange b', whic 
rolls are provided with the same means for 
lateral and vertical adjustment within their 
housings, described for the corresponding 
rolls in finally bending the edge flanges. 
A screw bearing 57 is secured in each end 

of the movable base 46, in each of which 
bearings is operatively engaged a screw rod 
58, which rod extends to the left through 
journal bearings 59 mounted on brackets 
60 secured to the left side of the stationary 
base with end thrust collars 61 held in 
place by adjustable lock nuts 62 at each side 
of the bearings, for holding the rods from 
endwise movement; and a chain bearing 63 
is operatively mounted on the ends of these 
rods for rotating them in unison on the 
???ºre shank end 58' of either one of the 
'OOS, 

By these means, the movable base 48 and 
the housing thereon with the journal bear 
ings carried thereby, may be bodily adjusted 
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laterally of the forming machine for bring 
ing all the rolls used successively for com 
pletely bending the channel flange b of a 
strip; and the right channel flange b’’ hav 
ing been completely formed by the right 
side rolls as described, the fully formed 
channel is delivered to the flattening rolls 
74, shown in Fig. 19. 
The flattening rolls are keyed on shafts 

74' journaled in bearings 49' carried in 
housings 48' fixed on seats 46' formed or 
secured on the rear end of the stationary 
base 26. The lower flattening roll 74 is 
cylindric in form and of sufficient length to 
form a bearing for the entire width of the 
widest channel for which the forming ma 
chine is designed; and the upper flattening 
rolls 74 may be in the form of two spaced 
disks splined on their shaft for lateral ad 
justment with set screws 75 for holding 
them in a given position. These disk rolls 
are intended to bear upon the web c of a 
formed channel A' intermediate the flanges 
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thereof, so as to flatten any transverse curva 
ture there may be therein. 
The straighening rolls 76, each having a 

peripheral flange 76 on the outer side of 
the body portion, are mounted on a shaft. 76' 
journaled in bearings 49' carried by the 
housing 48' in rear of the flattening rolls; 
and the hubs of these rolls are splined on the 
shaft to permit an endwise adjustment 
thereon and are provided with set screws 77 
for securing them in a given position of ad 
justment. 
The flanges of the straightening rolls en 
age the outer sides of the channel flanges 
'' to hold them in alignment while the 

treads formed by the peripheries of the body 
portions of the rolls 76 bear upon the in 
turned edge flanges a' for the purpose of 
deflecting the formed channel downward in 
front of the fulcrum formed by the lower 
straightening rolls 74, so as to straighten out 
the upward curvature or chamber which is 
given to the channel by the action of the rolls in forming the flanges, thereby delivering the 
channel from the forming machine in a 
true flat straight condition throughout its 
length and breadth. 
An edge guide roll 78 may be mounted 

on a supporting guide bar 79 for the partly 
formed strip A opposite each set of flange 
forming cylindric rolls 55 or 55, and these 
guide bars may extend to and be supported 
by the adjacent housing so as to be laterally 
adjusted by the movable housings for the 
differential channel widths; and laterally ex 
tending guage-bars 80, 80’ 80 and 80” pro 
vided with suitable scales may be secured to 
the stationary and movable bases so as to 
cooperate one with the other for indicating 
the lateral adjustment of the movable bases 
upon the stationary base. 

forming rolls 50 and 50', and 50 and 50', 
et seq., may be detachably secured to the 
of the rolls, as by bolts 81 clamping the sides 
of aligned flanges 81, which may be rab 
beted as at 81'' as shown in Fig. 7 so that the 
tread portions of worn rolls can be readily 
removed for replacement without a renewal 
of the entire roll structure. 

Finally, it will be understood that the us 
of the forming machine illustrated and de 
scribed herein, is not limited to the shaping 
of a channel section; for the same mech 
anisms can be employed to form various sec 
tions from a strip of steel by merely modify 
ing the shape and arrangement of the var 
ious rolls. 
We claim: 
1. A feed table for a channel-forming 
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machine or the like, including a longitudinal 
guide on each side of the table, each guide 
including a plurality of guide rolls for side 
engagement with the longitudinal edge of a 
sheet passing over the feed table, one roll 
on each side being cylindric with a conical 
flange and another having a groove formed 
by conical flanges. 

2. A feed table for a channel-formi 
machine or the like, including a longitudina 
guide on each side of the table, each guide in 
cluding two guide bars and a plurality of 
guide rolls, one roll in each side being lo 
cated between adjacent ends of the guide 
bars and being cylindric with a conical 
flange and another roll having a groove 
formed by conical flanges. 

3. A feed table for a channel-forming 
machine or the like, including a longitudinal 
guide on each side of the table, and co 
ordinated means for alternately adjusting 
laterally both of the guides together and one 
of the guides separately. 

4. A feed table for a channel-forming 
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machine or the like, including a longitudinal 
guide on each side of the table slidable 
laterally thereon, there being a screw bear 
ing in each guide, a transverse screw rod - 
Swiveled in the table operating in one screw 
bearing, and a screw sleeve swiveled on the 
screw rod operating in the other screw bearing. 

5. A feed table for a channel-forming 
machine or the like, including a longitudinal 
guide on each side of the table slidable 
laterally thereon, there being a screw bear 
ing in each guide, a transverse screw rod 
Swiveled in the table operating in one screw 
bearing, a screw sleeve swiveled on the 
screw rod operating in the other screw bear 
ing, and means for clamping the swiveled 
sleeve to the screw rod. 

6. A feed table for a channel-forming 
machine or the like, including a longitudinal 
guide on each side of the table slidable lat 
erally thereon, there being a plurality of 

Furthermore, the tread portions of the screw bearings in each guide, a plurality of 
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transverse screw rods swiveled in the table 
operating in the screw bearings of one 
guide, screw sleeves swiveled on the screw 
rods operating in the screw bearings of the 
other guide, means for clamping the swiv 
eled sleeves to the screw rods, a gearing con 
nection between the screw rods, and a gear 
ing connectionu between the swiveled sleeves. 

7. A forming machine including a series 
of forming rolls in each side of the machine, 
and separate means for laterally adjusting 
in unison inward and outward the entire 
series of rolls in each side of the machine 
independently of the series of rolls in the 
other side of the machine. 

8. A forming machine including a series 
of forming rolls in each side of the machine 
and flattening feed rolls in front, thereof, means for adjusting the flattening feed rolls 
and the series of forming rolls in one side 
laterally of the machine, and separate means 
for adjusting the forming rolls on the other 
side laterally of the machine. 

9. A forming machine including a bear 
ing mounted on each side, a shaft having one 
end journaled and stopped from endwise 
movement in one bearing, a forming roll 
fixed on the shaft adjacent to the one bear 
ing, a forming roll splined on the shaft ad 
jacent to the other bearing, there being a hub 
sleeve extending from the splined roll jour 
naled and stopped from endwise movement 
in the other bearing. 

10. A forming machine including, a sta 
tionary base, a laterally movable base on 
each side thereof, a housing on each movable 
base, a series of bearings in each housing, a 
series of shafts having one end journaled 
and stopped from endwise movement in the 
bearings in one housing, a series of forming 
rolls fixed on the shafts adjacent to the one 
housing, a series of forming rolls splined 
on the other ends of the shafts, there being 
hub sleeves extending from the splined rolls 
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journaled and stopped from endwise move 
ment in the bearings in the other housing. 

11. A forming machine including a base, 
a housing on each side of the base, one of 
the housings being laterally movable on the 
base, a series of bearings in each housing, a 
series of shafts, each having one end jour 
naled and stopped from endwise movement 
in the bearings in the other housing, a series 
of forming rolls fixed on the shafts adjacent 
to said other housing, a series of forming 
rolls splined on the other ends of the shafts, 
there being hub sleeves extending from the 
splined rolls journaled and stopped from 
wise movement in the bearings in the one 
ho?????n??? . . 12. A forming machine including a sta 
tionary base with transverse guides thereon, 
a movable base having a screw bearing in 
each end and having transverse flanges slid 
ably engaging the guides, a transverse screw 

means for laterally adjusting 
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rod journaled and stopped from endwise 
movement in the base at each end of the mov 
able base and operating in the screw bear 
ings, and gearing connections between the 
screw rods for turning the same in unison 
to bodily adjust the movable base laterally 
upon the stationary base. 

13. A forming machine including a sta 
tionary base, a housing thereon, a forming 
roll journaled in the housing, a bearing 
bracket mounted in the housing, a forming 
roll journaled in the bearing bracket, and ng the bearing 
bracket in the housing. 

14. A forming machine including a sta 
tionary base, a laterally adjustable housing 
thereon, a forming roll journaled in the 
rousing a bearing bracket, mounted in the housing, a forming roll journaled in the 
bearing bracket, and means for laterally ad 
justing the bearing bracket in the housing. 

15. A forming machine including a sta 
tionary base, a housing thereon, a forming 
roll journaled in the housing a bearing 
bracket mounted in the housing, a forming 
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roll journaled in the bearing bracket, and 
means for vertically adjusting the bearing 
bracket in the housing. 

16. A forming machine including a sta 
tionary base, a laterally adjustable housing 
thereon, a forming rolljournaled in the hous 
ing a bearing bracket mounted in the housing, 
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a forming roll journaled in the bearing 
bracket, and means for vertically adjusting 
the bearing bracket in the housing. 

17. A forming machine including a hous 
ing, two bearing brackets mounted therein, 
a pair of cylindric rolls mounted in one 
bearing bracket at an angle to each other, 
and a V-face roll journaled in the other 
bracket for operating in the angle of the 
cylindric rolls in co-operation with both of 
the same. 18. A forming machine including a hous 
ing, two. bearing brackets mounted therein, 
a pair of cylindric rolls journaled in one 
bearing bracket at an angle to each other, 
a V-face roll journaled in the other bearing 
for operating in the angle of the cylindric 
rolls in co-operation with both of the same 
and separate means for laterally adjusting 
the bearing brackets. 19. A forming machine including a hous 
ing, two bearing brackets mounted therein, a pair of cylindric rolls journaled in one 
bearing bracket at an angle to each other, a 
V-face roll journaled in the other bearing 
for operating in the angle of the cylindric 
rolls in co-operation with both of the same 
and means for vertically adjusting one of 
the brackets. 

successive sets of forming rolls on each side, 
the sets on one side being located opposite 
the intervals between the sets on the other 
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20. A strip forming machine including 
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side, and supporting guides intervening be 
tween the sets of rolls on each side for guid 
ing a partly formed strip from one set to 
another and co-operating with the interven 

Fi ing set on the opposite side of the machine. 
21. A channel forming machine including 

web flattening rolls for delivering a formed 
channel, and an adjacent straightening roll 
having flanges engaging outside the channel 

flanges, and having tread portions bearing i0 
upon the edges of the flanges for deflecting 
the same upon the fulcrum formed by one of the flattening rolls. 
In testimony that we claim the above, 

we have hereunto subscribed our names. 

CARL A. FRAHM. 
JULIUS H. SCHLALFY. 


