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To all whom 1t maiy concern:

Be it known that I, GEORGE MONTEITH a

“citizen of the United States, residing at Cin-
cinnati, in the county of Hamilton and Stateof

Ohio, h:ewe invented certain new and useful

Imprm ements in Hub-Bands, of which the

- following is a full,clear,and exact deser 1pt10n
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- structed in order to give proper finish to the
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refelenee being had 1o the accompanying
drawings, fmmmw part of thisspecification.
- My mventlon 1eldtest0 an improvementin
hub-bands for vehicles, and has for its object

the production of a hub- band of wrought

metal instead of - cast, and one in which the

outerend of the band i 1S turned inward to give

additional strength to the point of the bﬂmd

and in which any necessity f01 an orlmmental_
lining is done away with.

In. Wroutrht--metal bands as heretofore con-

band it has been usudlly necessary to pro-
vide an ornamental lining of thin sheet metal

- forthe band, which hmnf‘f has been attached

Y
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‘In other ways.

to the band m er an inner circular ﬂantfe or .
The outer ends of these b.:mds'

have also been of the same thickness as the

~ bodyof the band, and consequently have been
- very apt to become bent or twisted when ac--

~ cidentally strlkmﬂ' or eommﬂ‘ in eonta,ct w 1th-
- any obstacle. |

1t is the purpose of my 1111"’611131011 to over-
come these objections by constr ucting a band

~out of wrought metal in which the outer end
'1s turned upon itself to give additional

) strength and in which the surface of the
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- to the proper shape, as will herem%ftel be
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_mme particularly deseribed.

In the accompanying drawmgs Flﬂ‘llt'e | is
‘a perspective view of a circular blank of metal
- from which the band is prepared.
__-perspectlve view of the cup formed out of the
blank in the first step of the process.
18 a central vertical section of the die a,nd

Fig. 3

part of the plunger employed in the second

- step in the process, and showing the band- -cup

~of Fig. 2 in sectlon

Kig. 4 is a perspective
view of the eup formed in the die shown in

‘Fig. 3. TFig. 5is a central vertical section of
--th_e die and part of the plunger employed in

Fig. 2 isa

‘band « can be readily polished or plated and no |
- ornamental lining required. These bands |
“are made  from prevlously prepared sheet-

metal blanks pressed and cut insuitable dies

!

’rhe last step of the process for turnnw over

the outer edge of the band, and qhomnﬂ‘ the

band-cup of Flﬂ" 4 in section.
spective view of the hub-band eomplete

Like letters of reference indicate ldentlea,l
parts in all the figures.

A, Fig. 1,18 a CllClﬂ&l blank of wmunht'

metal cut from a large sheet of similar metal
by a suitable s’mmp Out of this ecircular
b]ank the hub-bandis formed. The circular
blank A is placed over a suitable die, and a
plunger of the proper size presses this blank
into the eup B, (shown in Fig. 2,) A being

preferably cut fmm the larn'er sheet in the
same operation and nnlnefﬁlmtely before the

plunger comes down to press the blank into

| the eup form. Thecup B is then piacedover
a suitable female die Cof such size and shape
‘that the cup will just fit over the upper por-

Fig. 6 1saper-

6o

tion of the dle w1th the sides of the cup down- |

ward.
D is aholding- -Ting placed on t0p of the die

to hold the cup B firmly in place.
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- K is the lower portion of the plunger, whwh |

then comes down into the female die C and

presses the cup B into the lengthened shape

shown in Fig. 4; F, the d1amete1 of the cup, .

being decreased and its depth -increased.

| The cup B is reversed in forming the cup F,
in order to throw the strain on the metal in
‘opposite directions; as it is found that if it

were attempted to form the cup F in one op-
eration the metal becomes so strained that
1t is no longer servieeable for a hub-band, and
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is very apt to crack or break during the final

operation. A circular opening is then cutin

the bottom of this cup F, and the cup again
9o

reversed and placed in the female die (, Fm
5, I being the cup and H the opening in the

bottom a flange a being formed in the die to

Suppmt the cup and another flange D being

also formed in the upper part of the die to :

hold a retaining spring-ring K, while above

these p_arts_-ls placed a holding-ring L, similar

The plunger M, tapering atits lowerend, then
descendsinto the opening H in the cup R and
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to the ring D, (shown in Fig. 3,) to hold the .
parts in pl&ce during the ﬁna,l operation.
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turng the bottom portion ¢ inward to form

the point of the band. An inner rim N is

then formed on the inner part of the band,

and the hub- b:-md is eomplete and lead5 for |
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use. It will benoticed that at each operation |-row cup of the diameter of the finished hub-
the cups formed are reversed for the next | band, and then turning in the bottom of the
succeeding operation, as it is found that this | kast cup after first having made a cireular ‘
~1s the only successful method of making the | opening in the bottom of the same. |
5 band.. The reversing of the band-cups| Having thus described my invention, what 30
changes the strain on the metal and enables | I claim, and desire to secure by Letters Pat-
the production of a strong durable hub-band | ent, 1s— | o
out of a circular blank of wrought metal. 1. A wrought - metal hub-band made of
I am aware that it is old to make a hub- | sheet metal and having the outer end turned

10 bandout of previously-prepared seamless tub- | over on itself to strengthen the point of the 33
Ing or sheet metal, either with or without an | band, substantially as shown and described.
Inner flange nupon which to attach an orna- 2. The process of forming awrought-metal
mental lining, and I do not claim such con- | hub-band, having its outer end turned over
struction. In my band, however, the point | on itself, which consists in first forming a

15 of the band is turned inward in order to | shallow cup outof sheet metal, then pressing 40
strengthen the band and give it an ornamen- | this cup wrong side out, reducing the diam-
tal appearance and to do away with the ne- | eter of the cup to the size of the finished band, _
cessity forany ornamental lining, and at the | and then turning. in the bottom of the cup,

- same time tke band is made of wronght metal, | substantially in the manner and for the pur-

20 %?dteogsequently 1s much less brittle and lia- | pose described. | o

e to break when being forced on the hub. | ; PRI

The process of forming this band is also new., . GEORGE MONTEITH.
I believe, and consists of three operations,| Witnesses:
forming, first, a shallow cup; second, turning | THEO. KEMPER,

25 this cup inside out and producing a deep nar-. GEORGE HEIDMAN.
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