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IBe it known that II, WILIAMI H. CooIET, 
a citizen of the United States, and a, resi 
dent of Brockport, in the county of Monroe 
and State of New_York, have invented a 
mew and Improved Method of Forming Ex 
panded Metal, of which the folowing is a 
spegification. . , - 

Ilhe object of my present invention is to 
prowide a method of forming metal which 
shal mecessitate a mimun imberof steps and amount of handling of the metal and in 
practicing which the metal maybe expanded 
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substantially without stretching the same. 
In garrying out my inyention, Ifirst form 

a series of alternately interrupted cuts in 
the metal and simultameously bend the con 
tinuously eXtendingstrips between the series 
of alined cuts to uniformity shorten the 
metal in the direction of the cuts topermit 
the expasion of the mel by engagig the 
same at keys of series of Ipoints on the op 
positesides of the guits and forcingsuch keys 
or gont reltivey aprt in substantially 
straight lines in substantialyparalleliplames. 

It is immaterial for the purpose of my 
resent inventionwhether the cutting means 
or forming the interrupted cuts and simul 
tameously shorteming the sheet in the direc 
tion of the cuts, as wel as also the eXpand 
ing mechanism, be of the reciprocating or of 
the rotary character, although the latter 
only is shown in the accompanying drawings 
illustating diagrammatigally means fo 
practicing my method of forming expanded 
metal. - - 

Such drawings areas folows:-Pigure 1 
is a side yiew of a part of the cotiperating 
Iportion of the cutting and shorteming mech 
anism with a sheet, of the metal shown as 
being operated on thereby, a portion of the 
sheet being shown as having been cut and 
shortemed. IRig. 2 is a vertical sectional 
view of parts of the mechamism seen in Fig. 
1 and taken along the dotted line l-y of 
Fig. 1. Fig. 3 is a side view of the cutting 
and feeding Irollers with a part of the end 
disks of the cutting Irollers Inext to the ob 
server Iremoved. Hig, 4 shows a plan view 
of a portion of a sheet of metal after hav 
ing been operated upon by the cutting and 
corrugating mechanism. g. 5 is a plan 
wiew of the mens or holding the cutand 
shortened metal and shows in plan view a 
portion of the metal ashaving been expand 

| 9. Fig gis a diagrammatical side view of 
the eXindig medianism, 

Simillar chircters efer to similar parts t 9ughout the syeral drawings.. 
Itefering to Higs. 1,2, and3-the sheet 

of metal n to beout andshortened is fed 
from lettorght through the machine and 
engaged first by the feed Irollers IP and F1 
ang dvanced thereby into engagement with 

d between the cuting rolers Cand C. 
Ihe_guttingrolegs C and C, as indicated 
in Igs,_1,2, and 3, to which reference is 
now made.arebuilt up of cutting disks ar 
anged and cotiperating as follows:-Start 
ingat the end of the rollerstoward the ob 
seryer in Iigs. and 3, being the left hand 
end in Iig. 2, thig pper roller comprises a 
gries of plai disksz spaced apart by a 
distance equaling substantially thrice their 
thigikiness. Thelower roler comprisessimi 
!ary series gf plain disks i spaced apart 
y subsantially a distance equaling thrice 
ter thickness IBetween eachtwo idjacent 
disks larelocated, starting at the left, first 
a Cutter Czand then a spacing disk i7 and then 
another cutter.4%, while similairly lbetween 
each two adjacent dislks i are located, first 
a cutter c and then a spacing disk i and 
then a cutter d', these disks and cutters be 
igso spaced and located on their respective 
shafts that two cutter disks on one shaft 
with a plain disk between them engage be 
tWeen twoplain disks on the other shaft and 
opposite each plain disk on one shaft is lo 
Cated a spacing disk on the other shaft. The 
plai disks are of such a diameter that they 
overlap each other at their iperipheries by 
substaitially just twice that amount which 
the metal is to be displaced from the initial 
plane thereof at the deepest points in the 
cuts, as indicated in IFigs. 1 and 2. The 
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dianeter of the cutter dislks 6 and of at their 
outemost.P9ints.js sustantialy the sne 
as that of the plain disks i and M. The 
ctitter disks a and t" are so arranged angu 100) 
larly that the Imaximum diameter of a cut 
ter a comes opposite a point midwaybetween 
two adjacent points_of maximmumidiameter 
in the cutters a and vice versa. There is, 
however, left between the twooppositely po 
sitioned cutters a and l' a space amply stlf 
ficient for the free passage between them of 
the imetal n). "Ilhe cutting projections on the 
cutters 0 and a may bearranged and con 
formed substantially as shown in Rigs. 1,2, 
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and drawingpgints gorrespodingylocated 
on oppositersides of and relatively to the 
cuts, in the metal thus prepared, without a 
further intermediate corrugating or treat 
Iment, apart in substantially straight and 
parallellines substantialy withgutstetch 
ing the metal and substantially Without 
shorteming the metal in thedirection of the 
Cuts. / - 

2. The improved method of forming ex 
panded metal which consists in forming al 
ternatingly interrupted series of cuts in the 
metal toleave alternating keys between the 
cuts at their interruptions and simultane 
oustybending the strips eXtending longitu 
dinally of and between the cuts to shorten 
the sheetin the direction of the cuts toper 
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Imit the expansion of the sheet substaritially 
without a further shortening of the sheet in 
the direction of the cuts and substantially 
without stretching the metal and drawing 
points correspondingly located on opposite 
sides of and Irelatively to the cuts in the 
metal thus prepared, without a further in 
ermediate gorugatig or teatmet.agart 
in substantially straight and parallel lines 
substantially without stretching the metal 
and substantially without shortening the 
metal in the direction of the cuts. 
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Witnesses: 
OsBoRNE IP. GURNEr, 
LoUISB IRRET. 
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