This invention relates to a nethod of bending profil ed sheet. netal
transversely with respect to the profile grooves of the sheet, according
Wwhi ch nethod - a profiled sheet is positioned between two pressing el enents
di spl aceable wth respect to each other, - resilient filling pieces are
positioned in the grooves of the profiled sheet in parallel with said
groo™és, and - said pressing elenments are pressed agai nst eachEbiﬁEﬁ?E@i
order to bend the profiled sheet and thelfilling pieces into a desire
angl e or arch around a transverse bending line. Such a nethod is used for
bendi ng profil edA sdedtodretfalanidn aa piresiss fers bedidiagt ofnprofibed shgées and
ar ches of diffegﬁg; degrees. Various rolling nethods are previously known
for bending of s eet net al having a relatively |low profile for use in wall"
coverings and the like. The use of self-supporting sheets of deep profile

fOF”B, homeVer, has re@ﬁﬁkiMmﬁ%ﬁ&ﬂ%nrﬁbﬁﬁkegoﬁﬁna h@thb& BEith@QnéndUStFY-
Said rolling methods are no Ioggfr sui tabl e fo& bengbng of sucE sheets, if
] E-¥oWpret EFJP Pe

*1- 2153721 A method of and a press for bending of profiled sheet ”Et(j;>

the bent angle ideq mhegthedetad t5apsVREEEL¥. %FFn Qe. U S.
Pat ent Speci fi cairofiils Yrbdv@ds difsthesaheatdeaccordidngbtadwhygchf a profil ed
sheet, which de%%ﬂguﬁpnprjses an upper pressing el ement provided with a
form ng surface I'ch has the same profile formas the sheet to be bent and
which i's curved to corresp®¥@fildedhshgesh igngreitéonedpRatvwesn bEWRi ng t able
i's positioned Ugﬁ@_sém RIRsRnte digprateaMlieCritBbkaspeepOLd Sedch or ni ng
el ement provided with a form ng surface which
other,
- resilient f£illing pieces are positioned in the
grooves of the profiled sheet in parallel with said
grooves, and _ |
- said preésing elements are pressed against each
other in order to bend the profiled sheet and the
filling pieces into a desired angle or arch around a
transverse bending line. o
Such a method is used for bending profiled sheet
metal in a transverse direction to form angles and
arches of'different degrees.
Various rolling methods are previously known
- for bending of sheet metal having a reiatively low
profile for use in wall coverings and the like. The
use of self-supporting sheets of deep profile forms,
however, has recently become rather common in the
- building industry. Said rolling methods are no longer
suitable for bending of such sheets, if the bent angle
area of the sheet is to be made completely wrinklefree.
' U.S. Patent Specification 2,944,583 discloses
a device for bending of a-profiied sheet, which device
comprises an upper pressing element provided with a
forming surface which has the same profile form as the
sheet to be bent and which is curved to correspond to
the arch angle to be bent. A bending table is positioned
.under the pressing element, which table'supports a
forming element provided with a forming surface which



2 has a straight profile formcorresponding to the profiling of the sheet
bent. In the bending situation, the form ng el enent supported by the .

e i's pressed agai nst the upper pressing el enent through the sheet to be+

bent so that the profiles of said elenents are internmeshed. The table can_

be turned over a desired angle with respect to the pressing' elenent in such

a manner that the forming element is continuously tangent to said pressidg

el'ement. Such a device enables a sheet to be bent to forman angle havihg a

relatively | arge radi us. Besides, bending of different kinds of profile

forms always requires a new pressing ekenent and a correspondi ng new

formng elenent provided wth the profiling in question. This is a

| abori ous andlﬂ%i%emM:ﬁy@hmE@&bmélepEb&miQbrrﬁsﬁonﬂahqntoSﬂhéifiCation

2,967, 560 dis §$3J§%p%&1%%e eQQDQ|n%O %earofl&gdtﬁgeggnggkth whi ch

deV|ce conpri ressing e SIENTS ressed agai ns ot her.
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of the snoot ¥ aced a sheet into
a sharper angledement tip sughy aomapasdi rhats thei faméngoelenestsihaving a

relatively |0Wdﬁ%¥ﬂddﬁé¥%“@dﬂ@éﬁt Q@cgasa bQ%s%hﬁ%SeQEmQﬁéper profile
grooves are easily wjnkled g%yse 0 |nsu h0|ent S pport prOV|ded by

said filling bars. ASSGH @ §&Vd<geFPERLeBeAdPRGSSr to be bent

form an angle having a_relatively large radius.- Besides,
bending of different kinds of profile forms always
requires a new pressing element and a corresponding new
forming element provided with the profiling in

question. This is a laborious and extremely expensive
operation.

U.S. Patent Specification 2,967,560 discloses a
device for bending of profiled_sheet metal, which
device comprises two pressing elements to be pressed
against each other. The forming surface of one of
said elements is profiled to correspond to the profile
form of'the sheet to be bent, the forming surface of
the other element being essentially smooth. During \,)
the bending of the sheet, each groove of the sheet on
the side of the :smooth-faced element is provided with
a resilient filling bar, which during the bending
operation is linearly pressed against the bottom and
both sides of the groove by means of the “smooth-faced
element.. :

Such a device enables bending of a sheet into a
sharper angle, but this way of bending is suitable for
sheets having a relatively low proflle form only,
because the sides of deeper profile grooves are easily
wrinkled because of insufficient support'provided by
said filling bars. Also in said device, bending’ of



3 different kinds of profile fornms always requires replacing of the
pressing element with a new one provided with the required profiling. Jhe
object of this invention is to provide a nmethod of bendi ng which avoi e
above- ment i oned di savantages and enabl es even bendi ng of sheet netal hg g
a deep profiling to be carried out .so that the original formof the profile
i s-mai ntai ned and thé possible coating of the material to be bent is not
damai€d duri-ng the bendi ng operation. This object is achieved by neans of a
met hod according to the invention, which3is characterized in that - each

groove on each side of the profiled sheet is filled over the whole
cross-section thereof w.th an inconpressibl e bending core fornmed by at

> g .
| east two | ongi tdififpHents Jidid5o &d PEofiide £oxESt adFAYE| FeSr+88Sl e wit h
respect to each mégiaicimnadf theaprilseipgokilleadnthetthi & hewt chet peehided
form ng surfaces f h i.ng .el enents and extending snmoothly in
the direction o$m¥%£q%%%?%ﬁ%uﬁfﬁg%&%ﬁég%ﬁgéntion I s based on the idea that
each groove on each si fhepfoljlestsiodetthiis finvestiioneist he phovide a

Cross-section t herala RE BeaRE ngf wﬁigﬁ”QbB@d_QOEEFOEbavéLHEhEE sdape, which

core consists of_at |east two superposed strips _formng a filling. piece of
the sane type asligafwayage: iang snatles eNed Rending gEnahegtcBe®altructure
enabl es the fil lHavinyg ecddep peofdlihactur bd ohrstilel eubasd thiertid that

said core is conpl.ei.ely i GO, i_bl nd .t hys UL y ps. its shape,
but, neverthel esw;,ﬁ%tlgla)siu ICl erﬁﬁ?}er gf’?ﬁ'gﬁt l?omrg%ﬁ#%g{'géf o%‘l?%wél?%e sheet
to be bent. The passidlesidogitiganofetrbnt meterhalstei be bénthiés ceee during

the bending operfinfeeatiiey that b@ﬁd@ﬁ%_eBEEi‘!atk.Qﬁgi tydisi 58t esPVEIENT
occurs between the core %pd t'he sh%et, mhhc nlght damage 't he coating of
t hs~5heet . Cons Wgﬂ y means of a method acfording to the invention,

which is characterized in that
- each groove on each side of the profiled sheet
is filled over the whole cross-séction thereof with an
incompressible bending core formed by at least two
longitudinal, superposéd strips longitudinally slidable
with respect to each other, and
- that the profiled sheet is bent between forming
surfaces formed by the pressing elements and extending
smoothly in the direction of the bending line.
The invention is based on the idea that each
groove on each side of the sheet is filled over the
- whole cross-section thereof by means of a bending core
W, " of a similar shape, which core consists of at least
two superposed strips forming a filling piece of the
same type as a leaf spring stack. This kind of
bending core structure enables the filling plece to be
manufactured of such a hard material that said core is
completely incompressible and thus accurately keeps
its shape, but, nevertheless, is sufficiently resilient
to reliably follow the sheet to be bent. The mutual
sliding movement of the strips of the core during the
bending operation ensures that no essential longitud-
inal movement occurs between the core and the sheet,
'~ which might damage the coating of the sheet. Consequently,



4 the-nethod enables a totally snoboth and perfect angle to be bent into a

sleet, regardless of the formand depth of the profile and even with a .
<E§§%LI bendi ng radius. Wth regard to bending of a thin profiled netal sheet ¥

o different kinds of angles, the radius of which nust be nade as- snal

as possible regardless of the depth of the profile, which can be e.g. 50 ~

mm and regardl ess- of the small material thickness, which can be 0.5-1.02

nm the bending core is required to possess,certain properties in ordefbfo

achieve a faultless result. In spite of the high conpression strain exerted

on the bending cores in connection wth the bending operation, the cores

nmust not Chan&ﬁet&%%hoahéﬁﬁbiag HU§btaQ§§e§ﬁobhﬁ 9ﬁ§p§é£f§§t0$n§1@e| The
strips of the beg g% cores can The bendi ng

cores nust bef® Y §R5Pt Baf SFtlesgﬁFgﬁgFFoﬁfa e S?éﬂtagﬂape into an
ar ched shape,du@eh blfe thengirnd idpenatli enepr wéebda. sthaklrbendirg resilience
I s .achi eved b¥ s of separate strips, which during the bending operation
can slide in ﬁé Io itudinal direction with respect to each other
simlarly to a | eaf %Bﬁhngegﬁééktoahén@hnghoﬁfFethbél pgofiledsmetatom

conpressi on, ahRest Hakahiieredragai Rinks aﬂdahgmes thﬁe8£aap§50$fthe bendi ng
cores nust hav act sistant and s pper sur ces SO event
Corration of WEeEP RS PRL TeAS; aa At Lo BSoboRLb LR ceeorriTes Bt = The
cores nust re$hetdepmh|oﬁouhebpndfmgestwhnah cahibé is. gnsﬂ@eﬂmby naking

the core of sey r%%gékﬁhg§s ofN %hEU§R§i1°&?E££gQi tﬁéégé the

profile depth o esire hg Fadi us.
However, the BeRdPggQcérd. ﬁu@@rn§bebbeﬂ@énge§PF?eﬁ§ r%@%&ﬂ%@ %Psuccesful

‘possess certain properties in order to achieve a \/
- faultless result, _

In spite of the high compression strain exerted
on the bénding cores in connection with the bending
operation, the cores must not change their shape and
must possess the properties of steel. The strips of
the bending cores can be made of e.g. steel or nylon.

The bending cores must bend in the longitudinal
direction from a straight shape into an arched shape,
when the bending operation proceeds. The required
resilience is achieved by means of separate strips,
which dnring the bending operation can slide in the
lonéitudinal difection with respect to each other
similarly to a leaf spring sﬁack; and which after being </
released from compression, are straightened again.

In addiﬁion, the strips of the bending cores
must have impact resistant and slippery surfaces so
as to prevent formation of abrasion marks on the
surface of the sheet to be bent. The cores must resist
continuous bending strains, which is ensured by making
the core of several strips. The number of strips is
determined by'the prdfile depth of the sheet to be bent
and the desired bending radins.._However, the bending
core mustlnot be too resilient, because a succesful
bending requires a #ufficient counter friction in order



Bending requires a sufficient counter friction in order to achieve a
requi red conpression. A proper stiffness is also needed in order to en o
that no starting or ending marks difficult to be renoved are left on tﬁE%f)
 sheet to be bent. The use of separate bending cores for each side of t
sheet, which cores extend up to the height of- adjacent ridges, enables the
forn1ng surfaces of the pressing elenents to be nmade as conpletely snooth
arch®d or planar surfaces so that when different kinds of profile forns are
bent, only the bending cores nust be replaced5w th other ones. This can be
carried out easily and quickly. In this way, the sane basic structure

i ncludi ng the pressing el enents can be used for different kinds of profile
forms. The invent? Arhikevs » xticiat FMPRESE ihess A Bropsrr EA§InasSsai d

met hod, Wh: ch prﬁs‘Sax:sxsrn{eéc&ed a.rpro&aaief A &o lée;rsdnrtw t}hfatﬁh@f sltagltiheebﬁrret al
transverse y mnt gspect r qf i ooves of, the ch press
conpri ses - é é) rééﬁi&ﬁﬁiﬁn?ﬁa %MﬁﬁW°P8FnPﬁ§ z&%gaeas bEC|ng
each ot her, bet vwimemcmrbe Heergtheet to be bent is positioned, - neans for
dlspIaC|ng t he pressin qg&pt t e 3 skLhg.sai d
el enent s agai nst the sﬁletgét orﬁsfo;)s%gg[r%}e5| %lﬁd‘}.hgego@@g EBE‘ Bé‘?ﬁalﬁggl ' 1ing
pi eces to be fitPedhateheste ghichesases: pxtendeup &8 &hﬁl Bééghﬁregm ng

~against the bottauﬂ_aﬁeraamdyem,veénama&e;h@rfmrn@ngueﬁaeaceé bbethgspective
" pressing el enent_, The s acoq:[?y tothelnvent s char terlﬁgg in

that each 1111 RFPTER Meggc As G5B BerpEs BHORE
| ongi tudi nal |y 9% cma:mmaurﬁmao ttdﬂaé:ame@)t dd£fexant ku.ndQSOfor mng a

resilient core, 4hgr IO SRCT i3 Yent) SR1$OLheSBeAASng cores must
\v/' be replaced with other ones. This can be carried out
easily and quickly. In this way, the same basic
structure including the pressing elements can be used
for different kinds of profile forms.

The invention is also concerned with a press for
carrying out said method, which press comprises a press
for bending of profiled sheet metal transversely with
respect to the profile grooves of the sheet, which
press comprises _

- two pressing elements provided with forming
surfaces facing each other, between which the sheet to

~be bent is positioned, .
- means for displacing the pressing elements
—/ towards each other and for pressing said elements against
| " the sheet from opposite sides, and

- longitudinal filling pieces to be fitted into
the grooves of the sheet, said pieces pressing against
the bottom of each groove and the forming sﬁrface of the
respective pressing element.

' The press according to the invention is
characterized in that each filling piece is formed by
at least two superposed strips longitudinally slidable
with respect to each other, said strips forming a
resilient core, the cross-section of which corresponds
to that of said groove. '



to that of said groove. 6 The invention will be described nore.closely

i3 & front view of one preferred enbodi nent of a press according to the
iNawent i on, when the pressing elenents are in an open position, Figure 2
illustrates the same as Figure 1, when the pressing elenents are in a
closed position, Frgures 3 and 4 are vertical sections of the press %;g
essentially along line AAAin Figure 1, Figure 5is a front view of a
housi ng of the press and the pressing g enents thereof as a parti al
vertical section, Figure 6 is a top view of the housing, Figure 7 is a
section along line B-Bin Figure 5 Figure 8 is a perspective view of a
profil ed sheet bent Bherdanvendfiarheridideds dEseibesis moreustloasedg i n t he

drawi ngs conpriSashd ddaBhd Al addh Rsene didabiavertical
colums 3, and, an upper beam4, Ich 1s vertically |S€Iaceable by neans
of pressure nEHANANGH 4 WhaLeIR Said upper beamis provided with a

supporting plate 6 f@idifrdlpPals R €3¥ntd vAleWE ohe Wreglrgedprises a
fasteni ng beam 8. The paosite ends of the fastening.beam are secured to
sai d supporti ﬂ%ﬂ%@#ﬁe%s& GRS 3"°a3']'hﬁst"&ffﬁélt_§'ﬁﬁpo?’¥‘§n9. * The
fasteni ng beamhe mressidey edienenirse ssiendnplant @pehl poaritiiog ,a snoot h _
oot oh en I SRR AR Y sal el 10 D0y 11
sai d base 2. THe RARAHFS FIFHens s rqndn gr €d9iseg PPSHEAPNY3 conpri sing
two parallel halves. fHagird¥lF and @ Qwlede@rtiich1a seeiionsi ber icaal
press essentially along line A-A in Figure 1,
Figure 5 is a front view of a housing'of the
press and the pressing elements thereof as a partial
vertical section, '
Figure.6 is a top view of the housing,
Figure 7 is a section along line B-B in Figure 5,
Figure 8 is a perspective view of a profiled
sheet bent by means of the press.
The press illustrated in the drawings comprises
a frame 1 provided with a base 2 and two vertical
columns 3, and an upper beam 4, which is vertically
displaceable by means of pressure medium cylinders 5.
Said upper beam is provided with a supporting plate 6

for an upper pressing element 7, which comprises a : \;/_

fastening beam 8. The opposite ends of the fastening
beam are secured to said supporting plate 6 by means
of vertically adjustable supports 9. The fastening
beam is provided with pressing plates 10 forming a
smooth arch~shaped forming surface 11. o

A rectangular, box-like housing 12, the structure
of which will be described in more detail below,
is mounted on said base 2. The housing supports a
lower pressing element 13 comprising two parallel
halves. Each half is provided with a semicylindrical
rail 14, which supports a pressing plate 15 forming a
smooth planar forming surface 16. Each rail is supported

ii the followwng with reference to the attached drawi ngs, wherein Figure 1 .
6'

4



rail 14, mhlch supports a pressing plate 15 form ng a snooth planar forn1ng
surface 16. Each rail is supported 7 by two sliding plates 17 nounted i.n-
‘ah L-shape in said housing. The rails are preferably nmade of steel, wh '
the sliding plates are made of nylon. An upper group of bending cores

and a | ower group of bending cores 19 are positioned between the pressing
el ements. The opposite ends of the upper cores are fastened on flat rails
20, Which, in turn, are suspended fromthe supporting plate 6 of the upper
pressing el ement by neans of spring supports 21 in such a manner that the
cores are horizontally positioned and tangent to the form ng surface 11.
The ends of the I ower cores are simlarly fastened on flat rails 22, which,

in turn, are nouwst eﬂzoorslufdanlga@&aln;snnanmoaﬁtaar Lﬁgaﬁqu@mépe 26n s¢aidat the

cores are horiz R POF L th e 15 of, t he | ower
. pressing el enment. 4%l%§ co?@ c%%%gﬁsgge ﬁ gggighggtuﬁ&% ?f F%ﬁlétrlps 24,
whi ch are super pisgras rehleasiljdingapllegessprengadeack. nfhencr oss- secti on of
the core corresponds t tggbegfggggg Bﬁoﬂéﬁdhﬁgt98r9§oi8|§§d5§eﬁdwé9 be

bent fromthe bottomo roove up t he adj acent ridges.
The cores of ea@¥{H@F 2B ﬂ&gtEﬁEGsaﬂ9aaHPsPﬁﬁéEl?F6ﬁ1%%Eweﬂﬁh%he sai d

S' SE anc$hcor res @ﬁ:fe(ksf inkg etl@nieh(tss pachBgopbokceJeAANESE Elh? heppée edotés Pe
en e cores [0) er we agro re, I1t10 SO as (0]
i nternmesh with &k éﬁ%% €Casm Eﬁﬁ%tfgfgﬁ ?R 58?@ lg %F%éﬁﬁg%g of a
profil ed sheet mmspﬁnﬁeddfaam abefehppmstanMBhabendlmg therepperd sheet
-nmetal 25 accordifyg fgh%&%t}ég% BE}OWQahE Efg%fiﬁg vohsbrebesei fptal forms

alternatlng groaoves 26 "an
such a manner t at the cores are horizontally positioned

N and tangent to the forming surface 11. The ends of the
lower cores are similarly fastened on flat rails 22,
which, in turn, are mounted on the base by means of
spring supports 23 so that the cores are horizontally
positioned on the pressing plates 15 of the lower

~ pressing element. - _

Each core comprises three longitudinal nylon
strips 24, which are superposed similarly to a leaf
spring stack. The cross-section of the core corresponds
to*that of each groove in the profiled sheet to be bent
from the bottom of the groove up to the level of the
adjacent ridges. The cores of each group are fastened
at a distance from'each'other, said distance correspond- '
ing to the spacing of the grooves in the sheet to be
bent. The cores of the upper and the lower group are
positioned.so as to intermesh with each other, as
illustrated in Figure 1.

The bending of a- proflled sheet is carried out
as follows:

When bending a profiled sheet metal 25 according
to the snape shown in Figure 8, which sheet metal
forms alternating grooves 26 and ridges 27, the sheet
is displaced in a horizontal position between the two
groups of cores and is positioned on the lower group
of cores so that the cores 19 fit into the_lower grooves



I's displaced in a horizontal position between the two groups of ceres and

I's positioned on the | ower group of cores so that the cores 19 fit into the,
r grooves 8 of the sheet. Wen the upper pressing elenent is ¥
ended, the cores 18 of the upper group of cores are inserted into the

upper grooves of the sheet so that the bottons and sides of 'all grooves of

the sheet, which is positioned between the two groups of cores, are tIgh}ly

pressed agai nst the respective surfaces of the cores, and the forn1ng

surfaces of the pressing elements are presseg against the ridges and the

outer surfaces of the cores. \Wien the upper pressing element is

hydraul i cal |y pressed downwards between both rails of the | ower pressing

el ement, the rat|hé Lsheexr_.ou.rvmémaihe ammzemga:’reﬁutd1e]]eu&lma:pa¢ sliding

pl at es 17 as aé% %aée ' ' Th&ear‘fggb Q:d‘.?%{fr%%e 11 of the

upper pressing e nar pr essi ower
pressi ng el emedire M%ﬂ%e@%éﬂ%tum rqrtﬁﬁé@sofoﬁ I‘Féﬂ%ﬁé@tett &%e bent and

the cores so tiad ttih?e Wo¢§ hatd dides JF ygh g%tcﬁ;ré’g reﬁdtlmé téhetor m ng
surface 11. At %b*élélqr%gt% H) bendi n operatlon ki es are formed
in that por t i dﬂ'”cﬁ qtvery t ‘f%@%se r SRESRHI ch

wri nkl es, Powea/ﬁt ,tighior myresseeX Gemsingt] yeHey nesgtanﬂ:iwfe tsue-flanese @€l ng
pressure o qﬁﬁgg e cores
start to bendrkg}l%ioés& %%%&}%erﬂﬁﬁﬂgal ns% eac% %s:e“%heEl ressing
step takes pl @@%Hﬁﬁ@@l@ﬁsﬁ% agHdsty thse mikdass, am’erté‘l?youwrw rtue of

t he wedge- HI«gﬁ%ﬁg&ggﬁoﬁrghéxgdggsthe pressure exerted on all surfaces of
the cores is increassﬂvg glan extent that the winkle

irregul arities possi RREY BF i § s &8 hf%f@aiically U

pressed downwards between both rails of the lower
pressing element, the rails turn around their axes
against the L-shaped sliding plates 17, as illustrated

- in Figure 4. The arched forming surface 11 of the
upper pressing element and the planar pressing plates
15 of the lower pressing element are pressed against
the ridges of the sheet to be bent and the cores so
that the sheet is bent into an arch determined by the
forming surface 11. . _

_ At the beginning of the bending operation,
wrinkles are formed in that portion of the sheet which
‘is adjacent the angle arch, which wrinkies, however,
cannot grow excessively by virtue of the increasing J
pressure of the cores. As the bending proceeds, the
strips of the cores start to bend and simultaneously
slide against each other. The pressing step takes
place at the end of the bending operation, whereby,
by virtue of the wedge-like shape of the cofes, the
pressure exerted on all surfaces of the cores is
increased to such an extent that the wrinkles and
irregularities possibly formed on the bending surface
.of the sheet at the beginning of the bending disappear
and the upper surface and the vertical parts of the
profile are compressed and the outer arch of the
profile is correspondingly stretched.



of the sheet at the beginning of the bending disappear and the upper
surface and the vertical parts of the profile are conpressed and the <
@rch of the profile is correspondingly stretched. 9 When deep pr of |
Shapes are bent, it is advisable to performseveral pressing steps

sirul taneous- |y .as the sheet to be bent is displaced over a required

di stance prior to the next pressing step, until a desired arching is

achi eded. After the bending operation is conpleted, the upper pressing
element is lifted to its upper position, gwhereby the bent sheet can be
drawn out from between the bending cores and the cores bend back to a

hori zontal position. As illustrated _in Figures 5-7, the housing 12
conprises two hal ves 2@@5@9qﬁﬁﬂ:ﬁrpﬁﬁéﬁnégﬁpﬁﬁtﬁréaEﬁnBthéF tH a conb-1like
manner, said hﬁla&aﬁ_hdwm 0 heedoeth weltradchbresbfhgbytepansimhl bahesisng
screws 30 so that the haousjng.c i_den L_narry equi r Thi s
ki nd of adjusti%‘i%f’ﬁ%§é§§5%f;%%h§% g%g%pggfgﬁgpg%cgﬁgggﬁge% ?%é%ﬁgﬁaed o)
a deeper or | owsligiagide eriet ttoe theevektgppesaing stapequehilya require

the pressing pl ¥Lsirka ardhand SR acgdekBqorder to achieve the best bending
result. The opposite eg&; of each rail 14 of the | ower ssing el ement are

h . ) o
provided with stationa t§Fb§§e3ngﬁlﬁﬁvPR&réFbﬁnSQSi§°#8§f5ﬁ%d thethe end
of the pressing yppde pfessfinghelemientand aifedgetd3its Gppéedpbeivben, said

stop and the statiqnar to si_tioned he l.de e is .
fastened on the aeﬁe%tf/y t%rrlgalr%s?%%f sét‘r?%gdj ﬁggi %8 8%%%3%‘95?%. g%%%‘?%é sai d
adj usting bol t, the hemdimg soxmescandbéhei spiraseliend bagk t@eagroup of cores

19, which is pogiddionRptdetpmraribhe moving stop and the stationary stop at
the/ppposite _

As illustrated in Figmres'5-7, the housing 12
comprises two halves 28, 29 which intermesh with each
other in a comb-like manner, said halves being connected
with each other by means of adjusting screws 30 so
that the housing can be widened or narrowed as required.
This kind of adjusting is necessary, when the profile

. of the sheet is changed so a deeper or lower profile
.and the pressing points, consequently, require the
pressing plates 15 to be displaced in order to achieve
the best bending result.

| The'opposite ends of each rail 14 of the lower
pressing element are provided with étationary stops 31.
A moving stop 32 is fastened at the end of the pressing

-/ plate 15 of the rail and a wedge 33 is fitted between

'  said stop and the stationary stop positioned on the
same side. The wedge is fastened on the rail by means
of an adjusting bolt 34. By tightening said adjusting
bolt, the moving stop can be displaced so_tﬁat the
group of cores 19, which is positioned between the
moving stop and the stationary stop at the opposite
end of the rail, is adjustable to desired tightness.

By virtue of the tightness of the cores, the material
to be bent can be pressed so tightly between the
wedge-like vertical surfaces of the cores_that the
small wrinkles and irregularities formed in the initial



end of the rail, is adjustable to desired tightness. By virtue of -the
tness of the cores, the material to be bent can be pressed so tightly
een the wedge-1ike vertical surfaces of the cores that the small
winkles and irregularities fornmed in the initial 10 stage of the
bendi ng are strai ghtened. The pressing plates 10 of the upper pressing
el ement are fastened on the fastening beam 7 by nmeans of bolts so that e
pl ates can be easily replaced with preSS|ng pl ates of a desired arching.™
The pressing el ement can al so be turneq 0 one side thereof by neans of the
supports 8. In order to enable a longit dlnal novenent of the core strips
wi th respect to each other, the ends thereof are provided with el ongated

hol es. The Stfééﬁﬁéﬂdff&ﬁﬁ(ﬂgﬁ&ﬁﬂb1&?@'@ﬁ%ﬁﬂgﬂﬁéieép and 21 respectively by

means of bolts endlng t hrough "sai d hol es In order to prevent a
transverse novement o1& RFefSiNg Riiates d9po&t the SRPRToPKEESiBgi d strips

are inter;]I cpdramlaﬁt idren mmf | & ﬁﬁiﬂ:ﬂiﬁ ,fagt@nﬁ.lﬁ}gf meams 70byameang tu;i: nal

- groove and ri i.nt. rqfil.e havi a _depth of .e.g. 5Q_nm.generally
requires five %Iﬂ s[rﬁ t% L thtem g‘l?r?@ s S %(? ,?ﬁ]s‘-%{er&i’ CRfs and the ‘

description reﬁail'ewndaaletg) peltaetasnlo)f |antd@tsd.e:(¢dt erchiingt.r aftbet he i dea of the

I nvention. In fé%é%ﬂgméf%méd%Edgﬂ'%Ticaﬁé Eﬁ%n%@eié @ﬁ@ogiaagthgrgeﬁ )

i nvention my vary within the sScope of he clains. In sonme cases, . when

bendi ng profi Ilﬁ’d%§ﬁ1§\h%§“§ﬂﬂ’é&ﬁ1 8I'ess than 20 nmm a rubber cush| on
havi ng a hardness of Ipprder o FhabIeokedoddithdinaddmdvemeh®VBE pressi ng

her e phu et dld Ykt bbbl Jalib bl g entee” 1o 11
thereof are provided Wlth elongated holes. The strips v
are fastened on the flat rails 20 and 21 respectively '
by means of bolts extending through said holes. In
order to prevent a transverse movement of the strips
with respect to each other, said strips are inter-
connected in a suitable manner, e.g. by means of a
longitudinal groove and ridge joint. A profile having
a depth of e.g. 50 mm generally requires five nylon
strips of a thickness of 10 mm.

The'drawings and the description related thereto
are only intended to illustrate the idea of the
invention. 1In its details, the method and the press
according to the invéntion may vary within the scope
of the claims. : U

_ In some cases, e.g. when bending profiled sheets
having a depth less than 20 mm, a-rubber cushion having
a hardness of approx. 60-80. Shores can be used as
a lower pressing element in place of both rails 14.
The lower group of bending cores is in that casé
positioned directly on the rubber cushion, whereby
the rubber works in very much the same way as the rails.
The bending operation can also be carried out obliquely
by positioning the bending cores in an oblique'position
with respect to the axis of the arched forming surface

' of the upper pressing element.



t he rubber works in very much the same way as~fhe~LaLL§;\IE$hgfgging o
operation can also be carried out obliquely by sitioning Ndi NQ e <.
€ores in an oblique position with respect to (ﬁgi ”ﬂ”” ched f
surface of the upper pressing el enent. 11 IM’ !ﬂéd of bexrding
profiled sheet netal transversely with respect to thé p¥ofs rooves of

t he Sheet, according to which method - a profiled sheet (25) is positioned
bet wén two pressing.elements (7, 13) displaceable with respect to each
other, - resilient filling pieces (18, 1?} are positioned in the grooves
(26). of the profiled sheet in parallel with said grooves, and - said
pressing el enents are pressed agai nstCéaghseother in order to bend the

profiled sheet and the filling pieces into a desired angle or arch around a
transverse bending |ing, h r.act eri zedinthat - each groove
(26) ‘on each side of tﬁe 'grﬁf*?r‘@ﬂ gﬁeg?nﬁiﬁn?iﬂ’?%ﬁﬂo%rsrﬁ%tmael

cross-section t kerastensthyawithcoappessi bb ethensidfli Torerdches P iy med

by at |east two i tydi _super strips (24) longitudinally
slidable with reségggt’ thggéﬁngt Egrf%g%% @eglﬁg‘? the profiled sheet is bent
bet ween formi ng surfacesa(pxefibedfsheetl b5} his pesiiinnesd dehineen 7, 13)

and extendi ng sgnet Br¥ssinghe1dheResi o, 0T3i@i§€1‘§é€%ié RELLI refd s for
bendi ng of profiledbsgee% %etal transversely w respect to tﬁ% ég%ﬁfle
grooves of the SRe&RCPWAFBRTpress conprises - two pressing el ements (7,
13) provided wwth = = resilient filling pieces (18, 19) are positioned

in the grooves (26) of the profiled sheet in parallel
, -with said grooves, and '
~ - said pressing elements are pressed against
each other in order to bend the profiled sheet and the
' filling pieces into a desired angle or arch around a |
transverse bending line, c haracterized
in that

- each groove (26) on each side of the profiled
sheet is filled over the whole cross-section thereof
with an incompressible bending core (18, 19) formed
by at least two longitudinal, superposed strips (24)

- longitudinally slidable with respect to each other,
and : ' -

- that the profiled sheet is bent between forming
surfaces (11, 16) formed by the pressing elements (7,
13) and extending smoothly in the direction of the
bending line. :

2. A preés for bending of profiled sheet metal'.
transversely with respect to the profile grooves of the
sheet, which press comprises: :

- two pressing elements (7, 13) provided with
forming surfaces (11,16) facing each other, between
which the sheet (25) to be bent is positioned,

~ means (5) for displacing the pressing elements

. towards each other and for pressing said elements against
- the sheet from opposite side, and '
- longitudinai filling pieces (18, 19) to be



bent is. p03|t|oned - _neans for displacing the pressing el enents
r,ds etﬂl“‘“ﬂﬁ“lﬂ HIJH]BI preSS| ng said el enents agai nst the sheet from

opposite tudinal filling pieces (18, 19) to be 12
fitted intd the € grooves (26) of the sheet, said pieces pressing agai nst t he
bottom of each grodve and the form ng surface of the respective preSS|ngL
elenent, c har acter i zedinthat each filling piece (18, 19)
f or med by at |east two superposed stripg;(24) longitudinally slidable mnth
respect to each other, said strips formng a resilient core, the
cross-section of wmhich corresponds to that of said groove (26). 3. A press
acc](c)rdi ng(to G ateed, 1162td$l the grdoves (26) of the i).d.hééta,t g&l&lfp]ref:e@g
surfaces (11 | S re _cont qusly
snoot h-faced %@%%8’-%‘% lg%éo ego%?(;@nr%llon% T %ovfﬁ’l dsrsl-‘li"accordl ng to
Claim3, ¢ h afcprlamgtsverfa¢e o% the nresmcmee mmm element (7) forns
an arched forning gugface élé)rlf Qaéa&l E‘in"’éﬂi‘c t&f‘?rpem 39}4' Rce>: A

press accordlng to Clalm at one
pressing el eneht8¢ 1%y} |§sf§ﬁ’%%fibt3b’t% %ﬁfaﬁ'a"t‘@ pﬁ%ﬂ?@s%l%%r al | el
with the bendi (@4) i Dengeaeditel Iy coTpialsie oritts afdspat itwiidaetl otdidr (14)

and a planar pressin | at supported thereb ress according to
Qe m B, Coh HFE! QErERE Foldile R IHACRIG,, dhie outin® SR
supported by acficulsiciy quewtmd%let:b viihat 2of Lsalsi\aamvmas@&)or med by

sliding plates (17) for @%Qg%é‘@di@ftom{ﬁ]@ said housing is
provi ded with

fgrning surfaces (11,16) facjng each ot her, between which the sheet (25) to °

characterized in that the forming surfaces ' W/
(11, 16) of the pressing elements (7, 13) are
éontinuously smooth-faced in the direction of the
bending line. ' '

4, A press according to Claim 3,
characterized in that one pressing element
(7) forms an arched forming surface (11) in parallel
with the bending line.

5. A press according to Claim 2 or 3, _
charac terized in that one pressing element -
(13) is formed by two separate pressing halves parallel
with the bending line, each half comprising a semi-
cylindrical rail (14) and a planar pressing plate (15)
supported thereby. U

6. A press according to Claim 5, ' '
characterized in that said pressing halves
are supported by a housing (12) provided with an L-
shaped base formed by sliding plates (17) for each
'pressing half, and that said housing is provided with
means (30) for displacing said bases with respect to
each other.

7. A press accordlng to Claim 5,
characterized in that each pressing half
of said one pressing element (13) extends transversely
outside the cores (18, 19) formed by the strips (24),
the ends of each half being provided with stops (31, 32)



-
T

means ( 30) for di spl aci ng said bases with respect—te—each other. 7. A press

- accordingto daim5, char acter. 2iGhiai t each pressi | f
, -of said one pressing elenent (13) extends Iﬂm'i "EM’ Lbbu”sl de the
(18, 19) fornmed by the strips (24), the ends © #tlbei ng pro ed

w:th stops (31, :32) © - 13 - between which the cores are positioned, and
t hat~-each pressing half is provided with neans (33, 34) for displacing said
stop$ with respect to each other. 8 A press according to any of d ains
2-7, 5 characterized in that the ends of the cores (18,19) formed by
said resilient strips (24) are fastenedlio the respective pressing el enent
(7,13) by neans of spring supports (21,23). 9. A press according to any of
Caims 2-8, 10 be H%F'éd’}éf&ieﬂh? FRTes 34 RASitionedy) agd (hatcgacl

(18,19) are made of _nylon. 10, _A. press accordi t 0 _any,.qf aits 2-9,
characterized in tﬁﬁ?gfh'égs??}%sl V. °‘6’fé:ee‘£c'?f%g%ea("ﬁ,(f%’ 3%’e £9%ovi ded
with | ongitudinal gk : ; g@gﬁ{rqr% | t hekr  _said
grooves preventi n98%9€¥§§];é{1/ r%%l%isé%?él%enent os%cteéztt%?i%%sc%w%t erre'spect to

each other. 11. A pressgforabendistashisidin@ted i cxkalbans ally as

"her ei nbefore described and as shown 20 in Figure 1 to 7 of the

acconpanyi Bg draw ggsracterized in that the ends of the cores (18,19)
formed by said resilient strips (24) are fastened to
. the respective pressing elemeﬁt (7,13) by means of
spring supports (21,23). |
9. A press according to any of Claims 2-8,
10 characterized in that the strips (24) of the cores
(18,19) are made of nylon.
10. A press according to any of Claims 2-9,
characterized in that the étrips (24) of each core
{(18,19) are provided with longitudinal grooves in
15 engagement with each other, said grooves_preventing a
transvérse displacement of the-strips with respect to
each other.
11. A press for bending sheét metal and
. substantially as hereinbefore described and as shown

20 in Figure 1 to 7 of the accompanying drawings.




