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To all u)kom it may concern:
Be it known that I, DENNIS FALVEY, a citi-
zen of the United States, residing at Battle

‘Creek, in the county of Calhoun and State of

Michigan, liave invented certain new and use-

ful Tmprovements in Calking-Tools; and I
‘do declare the following tobe a full, clear, and

exact deseription of the invention, such as will
enable others skilled in the art to which it ap-
pertains to makeand use the same, reference
being had to the accompanying drawings, and
to the letters of reference marked thereon,
which form a part of this specification.

. This invention pertains to tools for calk-
ing the lap-seams of steam-boilers and the
like, and its object is'to so improve the tools
and the process of securing the said seam
against leak or injury, as hereinafter fully
set forth in the specification, illustrations and
claim. It has been found that by means of

the tools and processes heretofore employed, -

the extreme outermost edge of the metal of
which the lap seam is constructed, is turned
inwardly, but is not materially thickened, or
upset; whereas, by means of my improved
calking tool the substance of metal extend-

ing. outwardly beyond the circumferential

row of rivets is reinforced, or thickened, as
is the rivet itself, in the well known way of
making the lap-seam. Heretofore the edge
of the metal constituting the outside lap of
the boiler beyond the said row of rivets, has
been peened inwardly, but not materially re-
inforced, or upset. .

In the drawings, forming part of this speci-
fication, and in which similar letters are 'em-
ployed, the same designate like parts in each
of the several views.

Figure 1, is a longitudinal side view of my
new calking tool. Fig. 2, is a perspective
view of the working end of said tool,—en-
larged. Fig. 3, representsa longitudinal sec-
tion of a steam boiler, showing the tool in
working position,—(dotted lines.) Fig. 4, is
an enlarged sectional view of the lap-seam,
showing the rivets #, similar to Fig. 3, but in
an advanced stage of the process of making
and calking the lap-seam,—and Fig. 5, shows
a plain faced form of tool,—also enlarged.

The calking, or working end of my new

calking fool A,1is provided with a curved
groove, a, corresponding in length and width
with.the dimensions of the well known plain-
faced tool represented in Fig. 5—at o’.

I am aware that it has been suggested to
make the face of the calking tool convex-
faced; or curved outwardly; but such form
serves no useful purpose over the plain-faced
tool shown in Fig. 5,—at o’. ]

The mode of operation and process of con-
struection of the lap seams after riveting by
my new tool I will now proceed to point out.
The sheet-metal plates B, composing the body

_of the boiler, are first riveted in the usunal

manner, as shown in vertical section, Fig. 3.
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This constitutes the first step and leavesthe .

lap-seam with the rivets =, firmly holding the
sheets of iron together, with the outermost
end of the lap lying obliquely on -its inner
fellow-sheet, previously prepared, at an angle
of about forty-five degrees—more or less.
Recourse is now had to my new concave-
faced, or groove faced tool -A, which is held
in the position shown (dotted lines, Fig. 3,)
and the tool driven forcibly against the plate
projecting beyond the rivets, r, in the usual
well known way; by which meansthe extreme
edge of the metal contiguous to the innerlap
is caught hold of, and that portion of the
sheet metal embraced by the groove,—one-
fourth, onie-third or one half,—more or less,—
is reinforeed and upset, substantially as the
rivet itself is upset, and thickened, when,in
the proper manner of using a riveting tool, the
metal constituting the projecting end of the
rivet, isdriven forcibly toward the center of it-
self,—~thusstrengthened,—and not weakened
by flattening out laterally. (See rivets r,
Figs. 8 and 4.) This is the second step in
calking the lap-seam. The plain-faced tool
A’, i3 now placed in the position shown in
Fig. 4,—~whereby the metal extending longi-
tudinally outside of the row of rivets r, around
the boiler, or along the seam, is again upset,

and reinforced, leaving the one-half part of

the iron,—more or less—at a right angle, a?,
with the longitudinal line of the lap-seam.
This is the third, and finishing step in the
process of boiler, or sheet metal seam calk-
ing which I prefer to adopt in the use of my
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new concave, or grooved faced calking tool; | ing along the working face thereof, said curve
and whereby I have achieved acknowledged | extending continuously from edge to edge of
suceess not hitherto deemed attainable. said working face, substantially as deseribed.
Having thusfully deseribed and illustrated In testimony whereof Laffix my signature in

5 my invention and poinfed out clearly its pe- | presence of two witnesses.

culiar and practical mode of operation, what I
claim, and desire to secure by Letters Patent DENNIS FALVEY.
of the United States, is— Witnesses:

A calking tool having a concave face WILLIAM J. GARFIELD,

10 formed by a shallow curved groove extend- MoRrriIs B. SAMPSON.




