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Burring Edges with a Machine

Hractions:
Forming o Smol Bigit Angle Burr af
e Fodl af o Cyfinder. Fig 20,

[, Set the mape on the loft side of the
maching o the width of the burr o be
formed. Hold the metal obiect in a hori-
zontal position with its edge resin against
it gage, Turn the crank at the top of the
machine to sei the upper burring wheel
lightly on the metal. Turn the handle of
the maching until a small depression g
made in the metal all around the object.

pp 48-49, 61-65

Continge to turn the handle and at the
same e raise the ohject until 2 nght
angle burr is formed, Do not set the burr-
ing wheel down on the metal too tight or
the edpe will crimp and curl,

Burrimg a Circudar s fo B Over the
End of @ Cylindler. Fig 21.

2. The metal disc should be larze enough
0 that after the burr is formed on it 1t
will slip over the burred edge of the oyl-
ngder,

3. Fold crozswise a picce of metal 1 152
inches wide and 3 inches long so that the
angle wall be about 30 degrees, and hold
it in the crotch between the thumb and
scontinued on page 2

Reflections in

the Plate
In This lssue

The primary article in this issue was
contribured by Leo Winkler in response
to Jeff Gioris's inguiry last issue on the
purpose of the protrasion on burring
machines. Leo sent the pages (o show
that the protrusion was desipned as a
hand rest, [ decided to reprint several
pages of what was sent becanse over
tive years several readers have requestad
basic machinery guidelines. Durning the
recent apean house at my shop it bacame
apparent that each of us has developed
aur own techmgues for using our ma-
chinery. If anvone has any personal
tricks i add to what is being reprinted
in this issue please send them to Tin
Snips to be published in a fufurs issue.

The article on the passing of Dals the
Tinker has been expanded to this issue
because a few submissions arrived af-
ter the Last publishing deadling. | belisve
the thoushis of the people express a
deep loss for Dale and it is important
that they be published. This puts 2 posi-
tive enid 10 the passing of the mar,

Other than that, this issue starts Tm
Snips out on its third year under my
editorship. | hops it continues o be well
received,

P, M. Cunningham

Tin dnips
/o P M. Conningharm
402 East Main 5&.
Madison, M 47250
[812) 273-4193 and fox
Subscripfions, submissions
& back issues:
Subscriptions are $15 per year for six
bimonthly issues. Back issues are 52,50
¢ach. Send checks or money orders o
the address above.
Thizs newsletter exists for pour, so dones
forget to send in vour submissions fo the
same address.
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Turning Edges
with a
Machine

Directions:
Turning Edges for
Seaming
Cplinairical
Arficfas, Fig 31,

1. Set the gage ta
the width of the
mrmed edge desired
and fock it in place
‘with 2 set screw.

2. Rest the cyln-
der in a horizontat
position on  the

first finger of the left hand.

4. With the metal disc resting in 2 hori-
zontdl position on the lower roll and its
edge touching the gage, bring dovwan the
upper rell until the dise is beld finnly
between the two rolls. Allow the disc to
rest oo your finger tips and bear against
its upper surface with your thumb, Rest
the palm of your hand against the frame
of the maching, tum the hendle znd al-
loaw the disc to pass freehy th your hand,
being careful 1o keep the folded strip of
mital between your hand and the edge
of the revolving dise. While tuming the
maching, raise the disc gradualby until 2
burr is turned on its edae, slightly be-
vond a right angle. Turn the machine
rapidly to avoid buckling (he metal.

lower roll with itz end pressed firmly
against the gage. Temn the crank screw
o top of the machine to lower the upper

be used. Set the mage to 2 12 tunes the
diameter of the wire from the inside edge
of the upper turning roll. Place the metal
between the rolls and turn an edee as di-
rected for a cylinder, then lower the upper
roll as far as it will go and continue the
turning operation until the edge is trmed
well beyond a right angle. 5. When a
turning maching is used to form a flangs,
finish the flange by holding it on a square
stake and hammering it smooth.

Turming Ebow foges.

4. Each seam requires the tuming of a
single and doubls edge. Set the gage ©
the width of the single edze and furn the
edoe of one piece unil the flangs which
it formed will teach all around when laid
on a fizt surface. Set the page to twice
the width of single edge and tum the edge
of the other pigce the sune as the single

roll until it makes a
slizht depression in the
metal. Turn the handle
of the machin= to re-
volve the cylinder
between the rolls and at
the same time ratse the
evlinder with the left
hand antil the edge is
turned to & right angle,
Turning on fdlge on g
Circular Matal Dise,
Fig 32.

3. Hold the metal dise

Fro. 32

in the palm of your hand, place it in the

Fra 31

maching in a honizontal
position firmly against
the gage, bring down
the upper rall and tum
the edge as directed for
acylinder. Tum the ma-
chine slowly and use
care to keep the sdee of
the metal dise against
ihe gage.

Turning an Egge for
e,

4. Use turning rolls
slightly thicker than the

diameter of the wire to

edge. Then set the gage to the width of
the single edge and twrm half of the wide
edee back vunril it forms a right angle with
the part formed frst
Speciol Rolls for Bpow Ldging

7. Plage the special elbow edging rolls
on the turning machine and sct the gage
to the width of the edge desired. Hold
the elbow sections betwesn the olls ina
herizontal position. Bring dowin the up-
per roll untl it touches the metal, then
twrn the kandle of the maching' at the
same time gradually lower the upper roll
il thes metal is pressed fo fit the shape
of the rolls.

sconfinued on page 3
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News tf'rom you and other

3CTapPs

Ediifor s nofe

Last igsue [ was informed this artcle
was published withaut its drawing, For
thar reason, i 18 being reprinted with
the drawings, so 1t will hopefilly moke
RIoFe Seise [0 fore.

Walt Fleming
Bofiston Lake, NY

POOR MANS BARFOLD or have
you ever wanted to tum an edge on a
piece of tinplate and you couldn't vse
yourr barfold due to the geometric shape
of the piece. {i.e an overhang in the de-
sigm) or it was too long for your standard
21" opening?

Using a short Hand Folder works but
the end resull is often less than perfisct.
Fick up a roofing fedder (see p. 125 of
The Peck, Stow & Wileox Co. Catalog
of 1900% for very little mensey {usually
legs than 523,000, It's a woden ool with

steel edges for folding. Be sure to move
the o hinges out 1o the very edoe of the
teol, since they will just be in the way
during use. The depth of the fold is set
and not adjustable ag in a barfold but
don't let that stop yow. ¥ou can easily
and verv quickly make a geribe with a
gunde to follow the edge of the piece vou

wanl 10 fold and vee this mark to set the
piece 1o the proper depth in the roofing
folder.

sewebe point s edlge is

e QF @
e Guie far
cr.':r ﬂll:l | me
thix pivce

Mote: This serbe idea came to me the
mimte Bill McMillen told me how ta
make one'

Diale the Tinker uses a wing divider, set
tor vizricus widths, to aceomnplish the same

New
dubscribers

sDonald Carrick

]
Zoar, OH
«Cqarl Giordono
Giordang Crofts

Wadzworth, OH A

sfabert Allen Rogland, Jr.
Murfreesbara, TH IS

sMichael Runyon
Sauder Vikcge

Archbold, OH

thing. Tt works especially well when one
leg of the divider is a bit shorter than the
Offer,

Adter this article iz published the de-
mand for roofing fxlders will 2o up along
with the price. Better get vours early!

Tnetruction Manual:continued from

Wiring Edges

Difsctions:

1. Wired edges for cylindrical shaped
chjects should be completed while the
metal sheet is flar.

2. Inzert the wirg in the edge prepared
iy the tuming machine or the bar folder
and secure the wire at several points by
bending the metal ever it with 2 ham-
mer.

3. Place over the lower roll of the wir-
iy maching a section ofthe edgs in which
the metal has heen bent around the wire
and e the crank sorew on tap of the
maching fo bring down the upper roll

4. Ket the gage so that the wared edge
fits snugly between the gage and the edae
of the upper roll, then turn the crank
sorew back about two terns to shightly
raise the unper roll.

3. Turn the handle of the machine (o

draw the entire edge between the rolls,
Lower the upper roll and pass the edze
between the colls again, until the metal
15 pressed frmly arcund the wire; and at
the same time, raige the ohject being
wired, m order to bend the extreme edec
of the metal under the wire. Fig. 33

Wiriragy Efgrass

page 2

Place the wire in the turmed edae and
proceed as before passing the rolls over
the cdge from ong comer to the next and
complefing this section befors moving the
wiring machine to the next section. Since
the rails will not work info the corners
the metal at these points must be bent

of Cibfecls
walh Straieeht
Sdes:

6. Fold the|
edges on al |
folder or brake
while the metal
sheet is flat.

7. Bend the
sheet to the
form or shape
desired and se-
curs fhe jomts
Or SEAms.

Fua. @i

overthe wire with the peen of a hammor.

Winaws MacHHE

3
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