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To all whom it mai Y CONCEr:

Beit known thatI, WirLiaMm F. PATTERSON, .

a resident of Alleﬂ'heny, in the county of Al
legheny and State of Pennsylvania, have in-
vented a new and useful Improvement in
Methods of Manufacturing Hooded Skeins;
and I do hereby declare the following to be

A full, clear,; and exact description thel eof.
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My mventmn Telates to the manunfacture
of ax]e-skeins from metal tubes, and has spe-
cial reference to the manu facture of what are
known as “hooded” skeins, or skeins having
enlargements above the spindle portwns
thereot to fit around the body of the axle-
tree, while the tail of the skein extends un-

der the axle-tree and is seeured thereto by
bolting.

My 1nvent10n has refel ence Spe sially to the
manuf&cture of such articles by the methods
‘described in Reissue Letters Patent to Rob-

ert Gracey, No. 10,776, November 7, 1886, and
Letters Patent Nos. 371 ,311 and 371 312 to
sald Gracey, dated October,ll 1887.

The method of forming axle-skeins from

tubular metal is generally practiced, as set

forth in said patents, by tapering a blank of
tubular metal, so as to form the spindle por-

tiomn, and setting back the-tail portion of the
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bl&nk I proper line with the spindle por-
tion.

strictly in accordance with the deser Iption of

sald patents, produced an ordinary axle-skein
in which only the spindle portion fitted
“around the axle-tree, while the tail portion

extended under the same, and, thouwh such
a skein can be cheaply and easﬂy pwduced
in -accordance with said patents, yet the
hooded skein has many advantages, in that it
extends around or embraces a thicker portion

of the axle-tree and distributes the strain on
the spindle portion to a better advantage

than where only the spindle portion embraces
or surrounds the axle-tree; and the object of
my invention 1s to provide a method of man-
ufacturing a hooded axle-skein from tubular

- metal and to increase the strength of the
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skein by increasing the pmportmn of metal

at the parts where it is subjected to the-

greatest strain.
To these ends my invention congists, gen-
erally stated, in tapering orreducing the tube

on two ﬂ-ifferent lines—namely, that for form- | at ¢, with a rather abrupt taper or curve to

| forming said tail portions.

‘been cut diagonally, as shown at a, K1

| Ing the spindle. p01t1011 of the Skeln and a ta-
pered portion extending from the larger end.
of the spindile portion to the wider portion of

the skein—so forming the hood, and subse-
quently drawing the metal in said enlarged
tapered por t1011 to the one side of the bla,nk
to form the hood of the skein, sufficient metal
being thus obtained to form the enlarged.
hood portion above the spindle portion,while

by the greater reduction of the spindle por-

tion in forming the skein the metal thereof
is thickened and the skein strengthened.

To enable others skilled 1n the art to prac-
tice my invention,-I will describe the same
more fully, 1ef6111110* to the accompanying
drawings, in Whleh———-

Figure 1 shows the tube from which the
skein is to be formed. Fig. 2 shows the
blank having the two reductions or tapers
therein. Fig.35shows thefinished blank 1e&dy
to receive the collar, and Fig. 4 .shows the fin-
ished axle-skein.

Like 161313615 of reference 1nd10ate 11Le parts

- in each.

In formmﬂ a skein according £0 my inven-

tion, I ﬂ‘enelally take a tube of a sizeinclosing -

appr ommately thesame areaincross-sectionas
that inclosed by the largest part of the hood

' in the finished skein; a,nd as described in the
This method of manufacture, followed |

said Gracey patent, No. 371 311, I generally

t employ a metal tube whichi1s of such length as
to form the tail portions of two Bk:ems from

the same part of the tube, and the body por-
tions thereof from the tube on each side of
the tail portion, the tube being separated by
a diagonal cut in the central part thereof, so
The tubing em-
ployed may be either wrought-iron or steel,

t and either a seamlesstube or a tube bent and

welded to shape in the ordinary manner of
making tubing. Kor the purpose I prefer to
employ a tube formed of a soft or low-grade
steel, as the greatest strength 1s obtained in
such a tube, while the surface thereof is
harder and therefore has greater wearing
properties than iron. After the tube has
g. 1,
forming the tube-blanks 0, such a blank is
heated in a suitable furnace, and 1s then re-
duced in suitable dies or rolls, being first re-
duced from the point adjoining the tail, as
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Cbiriiiioninennnonncorresponding to that of | the ! blank, though | in so: doing to form  the! skein without any 111
libiiiiiriiin o any other apparatus for reducing or tapering | weld or such iunion except that as may be 6o

vriiroiininiin o0 the blank may be employed. : By the redue- | found in the tube, and to inerease:the thick- 00

it tiom rof the tube i while ati @ comparatively | ness of the metal in the: spindle portion and: 1

Critititioinoininioto highiheat it is evident that in addition: to | so strengthen itat the part wherethe greatest: 1

U0 000 s Teciprocating dies of proper shape and taper | duce hooded skeins from tubular metal, and.

piticiiiiniiiroirnospindle portion £ asi it receives a greater re- | of theskein is but verylittle higher than the: 011

o viiiiioo g duetion than the hood portion ¢, having its | cost of forming the ordinary skeins by the 1 11

|+ 1. /The herein-described improvement in . - 1

a8 , i the manufacture of hooded axle-skeins,; con- 75 1 11
Cciprritipiioniininnnibase-line vof the blank EOPFGSdeIHgttheSG slstmg 1n reduemg or: tapering awrugh 2NN

it opartss It is evident, however, that to form | metal itabe on two' different lines, forming i1

ooz reetly upon the spokes of the wheel, and arls:oﬁ»;;the;purpﬁseS%setzforth.:

i toeause the wheelt&re&s agmnstthe collar | :+:9. The herein ~described 1mp1*0vement In: i

vviiiri o wheel on the skein i from any igreat pressure | sisting in reducing or! tapering a wrought- 11

i from the wheel. | Imaceomplishing this, as the | metal (tube on two: different lines, forming: 111

it 3s blank is operated on by suitable forming ap- | the spindle portion and an enlarged tapered: ;i
Criniiiiiiiiiiirinion paratus, the lower part of the blank along the | portion for the hood above the same, and then; 1111

cally straight line between the end ¢ of the | side of the blank and setting the spindle,
blank and the extreme end of the tail, and | hood, and tail of the skein in proper line, sub-

40 In so doing the spindle portion fis drawn | stantially as and for the purposes set forth.
down to impart the set to the skein, while the 3. The herein-described step in the art of
metal of the hood portion ¢ of the blank is | forming hooded axle-skeins, consisting in re- g5
drawn upwardly and forms the enlargement | ducing or tapering a wrought-metal tube on
or hood ¢ at the upper part of the skein, this ; two different lines, forming the spindle por-

45 enlarged portion receiving the enlarged part | tion and an enlarged tapered portion above
of the axle-tree, as is customary in the ordi- | the same for the hood, substantially as and
nary cast-metal axle-skein. The metal for | for the purposes set forth. 100
forming this enlarged portion or hood is thus In testimony whereof I, the said WILLIAM
obtained from the tube without the forma- | ¥. PATTERSON, have hereunto set my hand.

so tion of any special shape of plate for the pur- WILLIAM F. PATTERSON.
pose and this metal thrown to oneside of the Witnesses:
blank in produecing the hood of the skein. In Rost. D. TOTTEN,
finishing the skein all that is necessary is to J. N. COOKE.
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