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To all whom it may concermn: |

Be it known that we, GEORGE G. BLARKEY
and ROBERT O.BLAKEY,citizens of the United
States, residing at Pittsburg, in the county of

5 Alleghenyand State of Pennsylvania,havein-
vented or discovered new and useful Improve-
ments in the Manufacture of Tubular Arti-
cles, of which the following is a specification.

Intheaccompanying drawings, which make

‘10 part of this specification, Figure I is a per-
spective view, partly broken away, showing
an ordinary blank plate or strip of iron or
steel. Fig.llisasideelevation, partly broken
away, of the shear mechanism during the op-

15 eration of bending and clipping the end or
side of a strip. Fig. IIl is a side elevation of
an arc-shaped die, showing the clipped and
partly-bent strip in position to be bent into
annular form. I'ig, IV is a side elevation of

20 the arc-shaped die, showing the strip bent
into annular form. Fig, V is a side elevation
of a pipe-coupling or a pipe after being weld-
ed. Ifig. VI is a side elevation of an ordi-
nary shear, partly broken away. Fig. VII is

25 a side elevation of a bending-block, showing

- the end of a sitrip bent therein.

Our invention is particularly adapted to
the manufacture of pipe-couplings, but may
advantageously be employed in making a

30 great variety of tubular articles, including
pipe. | | |

In the manufacture of pipe-couplings it

has been the practice to shear long strips of |

- metal into suitable short lengths: The short

- 35 strips were then charged into a heating-fur- |
nace and usually heated to a bright cherry
color. The strips would then be removed and
while in a highly-heated condition would be.
bent into annular form by means of rolls or

4o mandrels, while the smaller sizes would be
bent up by hand. The ‘“skelp-coupling” (asit
would be termed) after being bent into annu-
lar form is charged into a heating-furnaceand
heated to a welding heat, after which it is

45 withdrawn and welded. It would now be
known as a ‘‘coupling-blank.” Thecoupling-

“blank is reamed out and tapped, after which
1t 1s known to the trade as a *‘ pipe-coupling.”

By the steps of our process, as will be sub-

bular articles from metal skelp is simplified,

the output increased, skilled labor dispensed

‘with, the wear and tear of the cutters, taps,

and dies reduced, and the resultant produet
is produced at a less cost than by prior proc-
esses. | | ) .
~Our process bends into circular form skelp
metal used in the manufacture of tubular

‘bodlies without heating it, thus reducing the

oxidation of the finished annular blank to a
minimum and by a less number of operations
than heretofore used. We will, however, de-
scribe our invention in connection with the
formation of a pipe-coupling. -

In the drawings accompanying this specifi-
cation, 1 represents a skelp strip before being
bent at one end or edge. -

2 represents a skelp strip having a curved
end 3. S

4 i8 a shear-knife for bending and severing
the strip into proper form and lengths, so
that they can be bent into tubular form.

In the form of our invention shown in Fig.
II the lower die or anvil is ecurved on the
side next to the knife. The skelp will not be
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supported so as to cut off until it is bent by -

the knife, so that it lies upon the anvil at the
side next to the knife.

o represents an arce-shaped die. |

0 represents a strip bent into tubular form,

7 18 a power-ram for pushing the forward
end 3 of strip 2 around the die 5. |

The steps of the processare thusperformed,
reference being had to Fig. II: A skelp strip
1 i1s inserted between the shears 4 and 4.
Shear-knife 4 descends, bends the strip, and
cuts off the projecting end that is beyond the

‘bend.  The skelp strip is now the shape in-

dicated by 1 and 3 in Fig. II. The operator

now feeds thestrip forward regularly between
‘the shears. - .The shears bend a portion of the

strip to the desired arc required and while
the overhanging portion of the strip is being
severed, thus approximately simultaneously
bending and severing the strip 2, as indicated
in Kig. II. 'The severed strip 2 is placed on
the table 5’ of arc-shaped die5. Ram 7 trav-
els forward and coming into contact with
the rear end of strip 2 pushes the strip for-
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to travel around the arc-shaped die o, bend-
ing and forming the strip 2 into ‘Lskelp -eoup-
llng, asshownin Fig.IV. Theskelp-coupling
is removed from the die 5 and charged into
a welding-furnace, and after being plopelly
heated it is removed and welded by any of
the well - known methods into a coupling-
blank or tubulm article, as indicated 1n
Fig. V.

Mechamcally and preferably there are but
two movements required in the process of
forming tubular skelp articles by our proc-
ess—viz., the downward stroke of the knife
and the forward movement of theram. IHow-
ever, we have shown in the drawings, Figs.

VI and VII, a shear for severing the strip
and separ ate means for bending one of the
ends of the severed strip when these two steps
are performed as separate operations.

- Strip 2, as indicated in Fig. II, would be
used for lap-weld articles, while the strip |

e 735,036

shown in Fig. VII would be used for butt-

weld articles.
Having described our invention, what we

desire to secure by Letters Patent 1s—
The method of manufacturing lap-weld

' tubular forms which consists in mmul‘rane-

ously bending and shearing a scarfed edge
from the homogeneous metal of a strap, cut-
ting oif a sectlon sufficiently long to compen-

ate for the scarf at the joint and foreing the
severed section lengthwise against a concave

die to complete the sl{elp ready for welding

as set forth.
Signed at Pittsburg Pennsylmma, this

QGLh day of October, 1q01

GEORGE G. BLAKEY.
ROBERT O. BLAKEY.

Witnesses:
RUSSEL P. SULLIVAN,
WM. B. ARMSTRONG.
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