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Burring Edpges with a Machine

Directions:
Forming o Small fgiht Angle Surr af
the fndl of a Cpfind'er Fig 20

[ Set the gape on the loft side of the
macking o the width of thae bure o he
formed. Hold the metal obiect in a hori-
zontal pasition with ity edze resin asainst
i gage. Turn the crank at the top of the
machine to set the upper burring wheel
lightly on the metal. Turn the handle of
the machine until a small depression =
mrxde in the metal all around the obpect.

pp 48-49, 61-65

Continue to turn the handle and at the
same tinee raise the object until 3 nght
angle burr is formed, Do not set the burr-
ing wheel down on the metal too tight or
the edge will crimp and curl,

Burrimng a Circwlar Dise fo A Over Hhe
End of o Clinder, Fig 21.

2. The metal dise should be lacee enoweh
0 that after the burr is formed on it, it
will slip over the burred edoe of the cyl-
ingder,

3. Fold crosswise a picoe of metal | 152
inches wide and 3 inches long so that the
angle will be about 30 degrees. and hold
it in the crotch between the thumb and
scontinued on page 2
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Reflections in

the Plate
In This lssue

The primary article in this 550 was
contributed by Leo Winkler in responss
to Jeff Gors's inguiry last issus on the
purpose af the protrusion on burring
machings. Loo sent the papes to show
that the protrusion was desipned as a
hand rest, T decided o repriat several
pages of what was send because over
the vears several readers have requestad
basic machinery suidelines, Duning the
recent open house at my shop it bacame
apparent that each of us has developed
our own techniques for using our ma-
chinary. If anyone has any personal
tricks to add to what is being reprinted
in this issue please send them to Tin
Snips to be published in a future issue,

The article on the passing of Dale the
Tinker has been expanded to this issue
becauss a few submissions arrived af-
ter the Last publishing deadling. 1 believe
the thoughts of the people express a
deep loss for Dale and it is important
that they be published. This puts a posi-
tive end te the passing of the man.

Crther than that, this issue starts Tin
Snips gut on its third year under my
{editorship. | hops it continues o be well
received,

«P. M. Cunningham

Tin dnips
c/o P. M. Conningham

407 Bast Main 5i.
Hadison, IM 47250

(812} 273-4193 and fax
subscriptions, submissions
& back issues:
Subscriptions are $135 per year for six
bimonthly issues. Back issues are 2,50
gach. Send checks or meney orders 1o

the address above.

This newsleiter exists for pour, 2o donet
forger to send in vour submissions o the
same addness.
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Turning Edges
with a
Machine

Directions:
Turndneg Edgres for
ST
Cylinalical
Arficles, Fig 31

1. Zer the gage to
the width of the
tumed edge desired
and lock it in place
with a set screw.

2. Rest the cylin-
der in a horizontal
position on the

firse finger of the left hand.

. With the mesal disc resting in 2 hari-
zomtdl position on the lawer roll and its
edge touching the gage, bring dowmn the
upper redl uniil the disc is held hinnly
between the two rolls, Allow the disc to
rest om vour finger tips and hear against
it% vpper surface with vour thumb,. Rest
the palm of your hand against the frame
of the maching, fum the handle znd al-
low the disc to pass freely thr your hand,
peing careful 1o keep the folded strip of
metal between your hand and the edze
of Bee revolving dise. While tuming the
maching, rmse the disc gradeathy until a
burr is turned on its edze, slightly be-
vond a right angle. Turn the machine
rapidlv to avord buckling the metal.

lower roll with its end pressed firmly
against the gage. Tem the crank screw
oat top of the machine to lower the upper

be used. Set the mage (o 2 102 times the
diameter of the ware from the inside edpge
of the upper turming roll. Place the metal
between the rolls and turn an edge as di-
rected for a cylinder, then lower the upper
roll as far as it will zo and continus the
turning opcration until the edge is nirmed
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.
furming Ebow Edges.

6. Each seam requires the turning of a
singlc and double edee. Set the gage to
the width of the single edge and tum the
edoe of ene piece unmi the flange which
it formed will touch all around when laid
on a fiat surface. Set the gage to twice
the width of single edge and tumn the edge
of the other piece the same as the single

roll until it makes a
slizht depression in the
metal. Turn the handle
of the machins to re-
vieive the cylinder
between the rolls and at
the same time ratse the
evlinder with the left
hand until the edge 15
tumed to & right angle,
Turning an Edge on a
Circular Matal Disc.
Fig 32.

3. Hold the meetal dise

Fro. 32

in the palm of your hand, place it in the
muching 1na horizontal

I~

Fig ‘31

position firmly against
the gage, bring down
the upper roll and e
the edge as divected for
a cylinder, Tum the ma-
chine slowly and use
care to keep the edee of
the metal disc against
e pace.

Turning an Edge far
Haning.

4, Use tuming rolls
slightly thicker than the

diameter of the wire to

edge. Then set the gage to the width of
the single edge and tum half of the wide
edge back varil it forms a right angle with
the part foemead Rt
Spacial Rolls for Bbow Edging

7. Place the special elbow edging rolls
om the turning machine and set the gage
to the width of the edge desired. Hold
the albow sections between the rolls in a
honzontal position. Bring down the up-
per rofl unnl it touches the metal, then
turn the handle of the maching' at the
same time gradually lower the upper roll
until the metal is pressed fo fit the shape
of the rolls.

scontinued on page 3
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Snipets

News from you and other

3CTAPS

Fefifor’s nofe

Last issue I was informed this ariicle
wars published without its drawing. For
that reqson, it 15 being reprinted with
the drawings, so 1t will hopefilly moke
more senge o Fome.

Walt Fleming
Ballston bake, MY

POOR MANS BARFOLD or have
you ever wanted to turn an edge on a
picce of tinplate and you couldn't use
voar barfold due to the geometnc shape
of the piece. {i.e. an overhang in the da-
sign) or it was teo long for your standard
21" openimg?

Using a short Hand Folder works but
the end result is often less than perfect.
Pick up a roofing foider (see p, 123 of
The Peck, Stow & Wilcox Co. Catalog
of 19007 for very Iitle money {(usually
less than 523,000, It's 2 wooden ool with

steel edgss for folding. Be sure to move
the pwo hinges out to the very edge of the
teol, since they will just be in the way
during use. The depth of the fold is set
and not adjustable as in a barfold but
don't let that stop you. You can easily
and verv quicklv make a scribe with a
guide to follow the edge of the piece vou
wanl to fold and vse this mark to set the
peece (o the proper depth in the roofing

folder.
soreke pormat _-':""JFI‘-‘G:I:"EJ:‘:'
AFET G 2
o] quiide for
cr.-:r |:|||:£ | oL ot
thiz pived

Maote: This scrbe dea came to me the
muinute Bill MeMillen told me how 1o
make ong’

Drale the Tinker uses a wing diader, sat
ton verions widths, to accomplish the same

New
dubscribers

«[Dionald Carrick

PO Boxhll

Zaar, OH 444697

s"0rl Giordono

Giordanao Crafts

155 Baird Ave.
Wadsworth, OH 44281
[330) 336-7270

sRobert Allen Ragland, Jr.
P, O, Box 4077
Murfreesbara, TN 37133-4077
890-0291

s#ffichaal Bunyon

zauder Vikoge

F.O. Box 235

Archbold, OH 43502

[&00) 590-9755

thing. It works especially well when one
leg of the divader is a bit shorter than the
OEneT,

After this article 15 published the de-
mand for roofing fiolders will go up along
with the price. Better get yours early!

Eiajt’fuﬂhf:m Manual:continued from

Wiring Edgas

Diractions:

1. Wired cdges for cylindrical shaped
objects should be completed while the
metal sheet is flac

2_ Insert the wirg in the cdee prepared
by the tuming machine or the bar folder
amd secure the wire at several points by
bending the metal over it with 3 ham-
fier.

3. Place over the lower roll of the wir-
ing machine a section ofthe edge in which
the metal has been bent around the wire
znd turn the crank screw on top of the
maching to bring down the upper roll

4. Bat the groc =0 that the wared aedge
fies snugly betwesn the gage and the edpe
of the upper roll, then tern the crank
acrew back about two s to slightly
raise the unper roll.

5. Turn the handle of the machine Lo

draw the entire edge between the rolls.
Lower the upper rofl and pass the edge
betwean the eolls again, unti the metal
15 pressed Ay around the wire; and at
the same time, raige the object being
wired, mn order to bend the extreme edpe
of the metal under the ware. Fig. 33

Hiring Folras

?age 2

Place the wirg in the turmed cdoe amd
proceed as before passing the rolls over
the cdge from one comer to the next and
completing this section before moving the
wiring rachine to the next section. Since
the roils will not work into the comers
the metal at these pomnts must be bent
over the wire with the peen of a bammoe.

of Obfects
with Straioht
Sides

6. Fald the| -
edpes on &
folder or brake
whils the metal
sheet 15 flat,

7. Bend the
gheet to the
form or shape
desired and se-
cure the jomts [
0T SEAImS.
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