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jo all whomit MUY CONCEPN ! -

Be it known that I, Joux COAP*\HN‘{ a
citizen ot the United. btates residing at De-
troit, in the county of Wayne and State of
Michigan, have Invented new

Housings, of w hl(_'h the i(ﬂlowmtr IS a Speu-

| htatmn

This invention relates to a method of mak-
ing axle housings for niotor vehicles. -
The practice heretofore has been to make

axle housings by the cold drawn method.

This quuued the use of rolled steel having
a low carbon content, approximately .11 to
.14 per cent, which permits pressing the steel
while cold into the form desired for axle
housings. This low carbon steel has much

lower ph} sical properties than a rolled steel
2 are formed, the next step consists in heat-

containing a higher percentage of carbon,
say .35 to .40 per cent. Such high carbon
steel cannot be used in the mld drawing
method, because it must be worked hot., thne
not lending itself to the cold drawn method

There is an aclvantage 1 using high car-
bon steel for axle housings because of its
superior physical pmpertles as compared
with the low carbon steel, and 1t 18 the ob-
ject of my invention to provide a method
whereby 111<r11 carbon steel may be used for
aXle h(msmm and. it desived, employing

the same (h(, eqmpment heretotore used m

the cold drawing method. |

In the accompanying drawings—

Fie. 1 is a side and ldn vView, reepectwely,
of u pmtlon of a ﬁat bar of the required
thickness and length and constituting the
blank used for 11141111‘10“ by the method of
my invention, one half of an axle housing ;

IF10, 215 a side and plan view, respectively,
of said blank
sides at each end, 1n the first step of my
method ; -

Fig, 3 is a side and plan view, respectively,
of the blank after the mid- portmn thereot
has been forged to the shape shown, leaving
the ends unformed, this being the next etep

of my method;
Fig. 32 1s d].’l end view of the housing sec-

tion while in the form shown 1n Fig. 3;
Fig. 4 is a side and plan view, 1eepectwelv

of the section after its ends have been heated

and forged in the next step of my method;
Iig. 47 is an end view of the section in the

form shown in Fi 1o, 4 and
Figs. 5 and 6 are side and end views, re-

and useful
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to .40 per cent of carbon.

after being notched on both

Serial No. 440,834.
spectively. of the complete housmrr formed -
of two -half sections, each made Dby the
method of my invention and ha,vmrr thelr
neeting edges fitted and welded torrethel
In forming an axle housing bV my 1m-
proved method I make each half section
thereof from a flat’ bar or blank. 1 of high
carbon steel, containing approximately 35

1 is of the required length and thickness, and
the first step of my method consists in form-
ing notches 2 on both sides of the bar at each
end as shown in Fig. 2. These notches may
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The bar or blank
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be formed while the bar is either hot or cold

and they reduce the width of the bar the
1eqmred amount to permit the proper form-
ing of the semi-cylindric ends of the section
as the method progresses. After the notches

ing the bar by suitable means to the proper
tempemtme, whereupon the heated bar 1s
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placed between the dies of a power press and

the mid-section 3 of the blank forged to the
shape shown 1n Fig. 3. This leaves the
ends 4 of the section eubetentmll} flat and
unformed, but the remaining portion of the
section has the required eemlcuculel shape
with the side margins 5, 5 bent inward to
make the section (lmnnel—~shape throughout
this curved mid-portion, as required and as
shown 1 Figs. 3 and 3% The ends 4 are
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next re- heated and are tm ged by smtable

nieans to make them subetantlally semi-
cylindric in shape, as shown in Figs. 4 and
4*,  This brings the side Margins 6 of the
ends 1nto dhﬂ'nment with the ends of the
circular mid- p01t10n 3 and completes the
forming of the section. The next step con-
sists 1n machining or otherwise finishing the
edges ot these flanges 6, and the complete
houemfr is then made by tal{mtr two sections
formed by the method deserlbed and putting
them tO“‘ethel as shown in Fig. 5. The
meeting edf‘res of the- flanges 6 of both sec-
tions fit and are welded or otherwise se-
cured together to make a complete housing.

The method here described permnits axle
housmﬂ's to be made from steel having a
high carbon content, and thus enables the

- 1)10(111(,1}1011 of axle houemwe having physical

properties superior to those heretofore made
by the cold drawing practice. -This high
carbon steel may be Dlanked with the same
blanking dies that are now used for low
carbon eteel and by the system of re-heating
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- axle housing from high carbo
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upper edges of the sectlon.

perge=]

as described, this steel may be forged into

the shape desired by the use of the same die.

equipment as used for the cold drawing
method. S
I claim as my invention:
1 The method of forming a section of an
_ n steel, consist-
ing in, hrst, notching a flat blank of said

<teel on both sides at each end; second, heat-
ing the blank and forging it to the shape ot
‘substant ally half of the axle housing, leav-

ing the ends unformed ; third, reheating the
ends and forging them to sive them a sub-

stantially semicylindric shape to fit over an T _
uy invention, I affix my signacure this 24th

axle section; and, fourth, machining the

9 The method of forming an axle hous-
ing from high carbon steel, consisting 1n

> | | o 1,440,658

forming each half section of the housing as

tollows: first, notching the flat blank for
ench section on both sides at each end; sec-

ond, heating the blank and forging it to the

shape of substantially half of the axle hous-
ing, leaving the ends untormed ; third, re-

heating the ends and forging them to give
themn a substantially semicylindric shape
to fit over an axle section; fourth, machining

to fit those edges of the sections which meet

when the two sections are placed together;

and, fifth, securing the two sections together
along their meeting edges by welding.

In testimony that I claim the foregoing as
day of January, A. D. 1921.
~J. COAPMAN.

20

25

30

— -
- 4 pma e —— -

ﬁjﬁh, s "!":Ph



	Drawings
	Front Page
	Specification
	Claims

