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' Be it known that I, MarLoN E. LAYNE, a
citizen of the United States, residing at
Houston, in th.e State of Texas, Fave invented
a4 certain new and useful Met:.od of Forming
Perforated Tubes and Screens, of w.lch tie
following is a specification.

My invention Las reference to an improved
met. od for forming tul.es such as are used for
tukutar supports for well screens and t_ e like,
and ti e construction of improved screens by
like operation, t* e perforated tube belng pro-
vided as a kind of mandrel or support for a
wire wound Lelically around tte tube to form
the screening part of the mechanism.

The process is illustrated in the accom-
panying drawing, in wiich—

Figure 1 is a plan view of a punched blank
hefore forming into a tube;

[igure 2 15 a transverse section through a
portion of tte puncied blank;

Figure 3 is a transverse section showing tiie

blank partially formed into a tube;

Figure 4 1s a transverse section through tie
completed blank; |
Figure 5 is a plan view of the tube after

welding, and

 sired, welded together either
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Figure 6 is a plan view of the tuhe partially :

wound with the screening wire.
Heretofore it has been common in tie ¢on-
struction of well screens to take wrougit

metal pipe of any diameter from one ine'L up-

ward, as may Le required, and to bLore or
punch te same in a drill press or punc: of
snitable character, with a large number ol
openings so as to allow tiie water to pass
t rougs after it has passed t:.e screening sur-
face which is formed preferably on tle ex-
terior surface of tie supporting frame work
or perforatec tube, by winding the wire reli-
cally about the same. |

In the process of my invention I first take
2 blank sheet of metal, or skelp as it 1s com-
monly called, and have tie same perforated
preferably by a gang of punctes as indicated
in Figure 1, tie punciing Leing done from
one surface to tiie other so that the openings
preferably all have the same tapered form as
“dicated in a sectional view in Figure 2, and
such skelp is then rolled up into t'e s ape
skown in Figure 3, the rolling operation
tending on account of the way in wilch the
tapered shape of the Loles1s placed, to make
ti-e openings nearly straight through tletuke,

and then, as indicated in Figure 4, the two

- gamne carrving capacity were to
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. same, thus

across them transversely and
I tube formed in this manner

adjacent edges of the skelp may be, if de- |

or as a lap weld, the usual welding process
being used which consists essentially in draw-
ing it through a welding Lell or oti er welding
device, such as is employed 1n

facture of tubing of various sizes, the drawing

operation being indicated in Figure 5 wl ere
ti-e skelp is drawn tirough a Lell as would ke -

done with smaller sizes, wiile rolls would
probably do for larger sizes.

After the tubular supporting frame 1s
formed the wire used for making the screen-
ing surface
producing a complete screen, as
indicated in Figure 6.

In cases where the edges of the pipe are
welded the openings punched or formed 1
the skelp before the same 1s put into tubular
shape are somewhat elongated, as indicated

in Figure 5, by the drawing op erationand the

elongated openings are more suitable really
for well screen supports than the round open-
ings, as the helically wound wire passes
the perforated
forms something
of a kind of grid, reducing the distance be-
tween the points of support for the wire be-
low what would be necessary if holes of the
be formed ot
a round shape.

The perforations should preferably be stag
cered and of such size as to overlap each
other, as shown in Figures 1, o and 6 as by
this arrangement a drainage 1s provided for
each turn of the wire, at frequent Intervals,
irrespective of the angle at which it is wound
upon the pipe.

One of the greatest advantages of my 1m-
provement is the large saving in the cost of
manufacture, as 1t 1s & very expensive and
slow process to take a welded pipe and drill
or punch the same full of holes, and it 1s also
a very difficult matter to so arrange a colid
mandrel or support as to properly operate a
punch of this character. - By my method the
skelp can be punched as indicated and then
rolled up and welded into a tube and the wire
wound helically thercon, with a minmmum
amount of time and trouble.

A further advantage of my improved
method of manufacture is, that the surfaces
of the openings or perforations will be ex-
posed to the action of heat during the process
of bending and welding, whereby a skin or
ccale will be formed on said surfaces and they

will be hardened and hetter adapted to resist

as a butt weld

is wound helically around the
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crosion and the pipe will be much stiffer, than

1s the case when the openings are formed
after the pipe is completed and the surfaces

of such openings left raw.
Having thus described my invention and
ilustrated its use, what I claim as new, and

desire to secure by Letters Patent, 13 the fol-

lowing: | |

T'he herein. described method of forming

tubular pertorated screens which consists of

243,489

| perforating a sheet of metal, bending the
{-same into tubular shap

e and draw welding
the edges, substantially as described.

In testimony whereof I have hereunto
sighed my name in the presence of the two 15
subscribed witnesses. | ' '

MAHLON E. LAYNE.
Witnesses: -

K. H. MeyER,
J. H. BLaNTON.
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