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To all whom it may Concermw:
Be it known that I, CHARLES L. SHELDON,
of Auburn, county of Cayuga, Stabte of New

Method- of Making Carria,ge-Axles, of which
the following description, in connection with
the accompanying drawings, is a specification,

like letters on the dmwmn's representing like |

parts.
Jron or steel axles for carriages asnow com-

| monly made for sale to carriage-makers arein
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four. pieces, and the beds have to be welded

together by a blacksmith.
The beds fo;mmg portions of the four usnal

Ppieces are commonly made a little longer than
necessary, and more or less mf-*-tal 18 cut away
when making the weld. |

The weldmﬂ of the beds together, 1f well
done 1S a matter of considerable ezpense, and

if not well done the axle-bed is materially

weakened ab that point, and with even a good
weld the bed is not of such uniform strength
as though it were of a single bftr without a
weld. | |

In my ezpeumentb to p10v1de axles better
suited to the requirements of the trade,
stronger and more serviceable axles, and to
also 0bv1ate the necessity of welding the beds
as now practiced, I have provlded an axle

comprehending a bed and a box-recelving arm |

at each end thereof, the bed and arms being
integral or without a weld; and 1t is in this
sort of an axle that my invention consists.
Figure 1 represents a portion of one end of
an axle-blank subjected -to the first operation
of upsetting. Fig. 2 represents a portion of
one end of an axle after being subjected to a
second operation; and Fig. 3 shows the entire
axle afber 1t has been ﬁnished one end of the
axle being prowded wwh Q. boa to enter the

usual hub
In the method practiced by me to produce

an axle embodying my invention I take a

bar, A, which has been cuat to the proper or
desired or. standard length suitable for-a for-
ward or rear axle of a carriage, and in usual
way, while one or both ends of the said bar

are hot, one or both ends are upset to a given

point, as shown at Fig. 1, to leave near each
end of the said bar a collar- forming enlarge-
ment, B, and then, while hot, the opposite

- ends 0f the bar, upset as descubed are placed

in or between gripping-dies, whlch by aswag-
Ing operation, transform the enlargement B

|

shoulder, ¢, the dies rounding the bar from

the rear of the shoulder (& to its ends and

forming the axle-arm D. The uniform length
of the axle between the shoulders C'is ap-
proximately 1nsured by the adjustment of the
bar in the machine employed for upsetting.

- To save space upon the drawings, I havein
IFigs. 1 and 2 shown but one end of the bar A;

‘but it will be nnderstood that the end of the

bar which is broken off is just the same as the
end shown. After subjecting the bar to the

action of the dies, as described, the bar is
placed in a machine, is centered and acted
upon by a tool, the surfaces of the collar C,

shoulder C, and the arm D are turned true,

the collar C is provided with the annular

groove g, and the ends of the arms D are re-
duced and threaded for the reception of the

into a large annular solid collar, C, and a 55-
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nuts N, and in such condition the arms are

ada,pted to receive upon them a box of usual
construction, as at D> o
- Fig. 3 shows my com pleted axle.

In case there should be a slight variation in
the length of the journals of the axle the said
journals may be lengthened by turning down
or making shorter the shoulder C, and in case
of variation in the length of the axle between
the collars the said axle may be elongated by
drawing under the hammer, either eold or hot.

Prior to my invention I Ain not aware that
the process herein described of makinganaxle
without weld 1in its arm A between its two
collars, C, was ever practiced, and by the pro-
cess or method described the axleis made bet-
ter in quality and of less cost. ,

I claim— .~
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~ That lmprdvement in the art of making car-

riage-axles which consists in upsetting a bar

‘near each end to form an enlargement, then
| subjecting the enlargements and ends of the
bar to the action of dies to round the enlarge-

ment and form a solid collar and shoulder and
to round the ends of the bar to form arms,
then turning the collar, shoulder, and arms
and promdmg each end of the axle with a
screw-thread, substantially as deseribed.

- Intestimony whereof I have signed my name
60 this specification in the presence of two sub-

scribing witnesses.
CHAS. L. SHELDON.

Witnesses:
HorAcE B. F11cH,
CHAS. H. GILLAM.
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