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To all whom it may concern:

Be it known that I, WirLiam BEASLEY,
of Smethwick, in the county of Staﬂ’ord
England, a Sub]ect of the Queen. of Great

Britain, have invented, made, and applied
to use certain unprovements in the manufac-

ture of metallic tubes, applicable to the

“manufacture of gun and pistol barrels, and
of tubes for other purposes, as well as of

large pieces of ordnance; and I do hereby
decla,re that the followmo

ing drawings, forms a full and. exact de-

seription of my said invention and of the

manner in which the same 1S to be per-
formed.

The nature of my invention comlsts, ﬁrst_

in the use of a rolled tapered strip or band
of metal, iron or steel, or a mixture of the
two, beveled at the edo‘es and hollow on the
under51c1e, by which pecullar form I ob-

tain a much stronger joint than can be ob-

tained with the ordinary strip or band used
in making twisted gun-barrels; second, in
the application of cross rolhno* to the coil

~of iron or other metal, tor the purpose of

o1ving a perfect weld to the joints of the
tube thus formed.

The three accompanying sheets of draw-
ings are marked severally Sheet A, Sheet B
and Sheet C.

In Sheet A, Figures 1 and 2 are cross sec-
tions of the band of metal , showing its beveled
edges, and the concawty of the under side.
Fig. 8 is a longitudinal perspective view ot
the band. Fig. 4 shows the band coiled in
the form of a hehx around a mandrel.

In Sheet B, Fig. 1 is an elevation of a
twisting’ or (30111110‘ machine, by which the
strip or band of metal is cmled around a
mandrel. Fig. 2 1s a top view of the same.
F1g. 3 1s an end elevatmn Kig. 4 1s a trans-
an enlarged view
of the socket (4 Fig. 1) to be attached to
the inner face of the slide. -
~ In Sheet C, Fig. 1, is a side elevation of
the cross rollmg machme Fig. 2 1s a plan
of the same. Fig. 3 is an elevation of one
end, and Fig. 4 an elevation of the opposite
end of the said machine.

In these drawings, where lettercs of refer-
ence are employed, similar letters refer to
like parts in all the figures on each sheet.

No detailed description 1s necessary to

specification, |
taken 1n connection with the accompany-.

'_BXP].&].H Sheet A it will be rea,dlly under—

,stood by mere mspectlon - _
~In Sheet B, A’ 1s a sliding carrier t1 avers-
| ing the rods Z) b. Cis a face plate having
upon. it a pm]ectmg rod or claw ¢’.
: socket of peculiar form
1nner face of the carrier A’
‘seen enlarged 1n Fig.

d 18 a
“attached to the
- This socket 1s

form will be readily understood e

ing the process of winding.
In Sheet C, the letters j‘, f, B
proportion of the coil when placed in the

rolls.
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5, from which 1ts
1s a
roller rest to support the band or strip dur-_
. 65
10, 0 show the

It will also be seen by an inspection -

of this sheet that in order to produce a -

tapered tube 1 give a taper to the rolls and

hang them in converging lines so that the
large ends of :the rolls shall form the large

70

end of the tube and the small ends of the -

rolls the small end . of the tube or barrel..
‘The manner in which my process is car-
ried into operation is as follows:—After the

‘strip or band has been prepared of the shape:
‘shown in Sheet A, Figs. 1, 2, and 3, it 15

ready to be coiled around the mandrel. In
order to accomplish this, the sliding ca,r-
rier A’
brought up to the face plate C, the socket d,

being on the inner face of the carrier A’ as
shown in the drawing. When the end of

the socket is against the face plate C, the
mandrel 1s 1nserted through the carrier A’

and socket ¢ and rests in a recess or hole in
‘the center of the face plate C. The strip
or band of metal to be coiled 1s then intro-

duced between the mandrel and the project-
ing claw ¢’ on the face plate C and in con-
tact with the spiral end of the socket d.
The face plate is then revolved by any suit-
able power when the combined action of the
claw, mandrel and socket upon the metallic

band causes 1t to assume a- coil or twist

around the mandrel. The twisted strip o
band acts on the principle of the screw

against the spiral end of the socket d, and,
as the coiling proceeds, forces back the car-

rier A’ on its ouide rods 5, b. The free or
uncoiled end of the strip or band is sup-
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(see Sheet B Figs. 1 and 2) 1s
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ported by the roller rest e projecting from |

the carrier A’ until the whole of the strlp -
105

has been wound or coiled.
The strips may be coiled to the rlght or

| left, by having the socket made one with the
mclme to the right and another with the
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“incline to the left and reversing the motlcm |

of the face of the plate, or by having a
double machjne worked by one driving

wheel, in which case both the right and left |
coil may be made at the same time without

reversing the motion of the machine.

When the coiling of the strip 1s completed,
the mandrel 1s removed, the coill shaken off
and the uncoilled ends chpped off obhquely
so as to make the end of the tube square.

The coil is then brought to a welding heat
in a suitable furnace, and is removed, at

that heat, to the cross rolls, by means of a

mandrel havmcr a collar upon it, and a
stem- Somewhat shorter than the coil it 18
While the upper of
the three rollers is raised to admit the coil, |

intended to support.

thick at first, the coil is subjected to a jam-

ming or crushlng force in the direction of
its length, exerted by means of the mandrel
and its collar, against the solid head or |

holster of the rolls. The mandrel is then
withdrawn, the upper roll lowered, and the
operatwn of cross rolling completed

“To obviate the friction of the end of the

coil or tube against the head or holster

~ small pivot or puppet 1s inserted in the
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holster, at the central point between the
three rolls and revolves Wlth the coil or

tube.

Durmg the process o ]a,mmmg up ” and

~also during the cross rolling, a blast of air

lied from suitable apparatus

may be supp 3
1e

along the entlre length of the rolls.

' £
4

and welding 1t by cross rolhn

coil at the same time revolving rapidly ve-
ceives the blast on every side. The blast
keeps the coil at a welding heat during the
process of jamming up, and when that has
been completed, and the upper roll lowered,
1t has the eﬁect of keeping the rolls cool.

With regard to the twisting or coiling

.machme shown in Sheet B, I am aware that
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somewhat similar machmes have been em-

| ployed, and apparently analogous means

ada,pted for supporting the strip and man-
drel; but my machine differs from those
hitherto made in the arrangement of the
slide, roller rest, claw, and socket, by which

a self- acting and contmuous support 1s af-

forded to the mandrel.
‘Having thus fully descmbed ‘the nature
of my mventlon I should state that 1 dgo

‘not claim subjectmcr metal tubes to cross
rolling -as that has been done beifore.
what I do claim as of my mVentlon and.

But

desire to secure by Letters Patent is,

The forming of a metallic tube, b wind-
ing a strip of metal spirally on a mandlel
substantlally
as described.

In testimony that the forecromg is a cor-
rect description of my invention I have
hereunto subscribed my name in pregence of

two w1t11esse_s

WILLIAM BEASLEY
- Witnesses:

- G. W. Yarp,
- Cuas. F. G’RANSB‘UR’S.
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