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The ﬁeld of hub makmﬂ for automatlve

longs. In this field the manufacturers are

- confronted with Greﬂt difiiculties incident to
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‘the formation of 10110 barrels most times of

relatively small extﬁmal diameter and many

times of small internal diameter. In most if
~not all hubs the bore extends all
| throuﬂh and the hub is over all

the way
usualiy
Small external dmmete**

coneuderable lenﬂ*th

- brings about dlfﬁcultles in forging, the dies

are more difficult to fill and 111’1'“161 Lhe high
heats resorted to insure filling and the. 1110'11
pressures, the dies do not stand up so well
Moreovu 1t 1s extremely seldom when the in-

ternal ‘301 esarevery considerablethatany part
of the interior material can be removed from
. the bore during the forging operation. Most

~ of it needs be removed by 1"1&'8}11118 operations.
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Machine operations are, of course, relatively

expensive as compftred Wlbh foromo ope 2Ta -

~ tioms.

~overcome these difficulties so far as
6 in connection with a hub of the type L dis-
close or similar types, as my invention has
‘application to other tvpes of hubq as W111 be
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It is a ij‘**in01p:-11 ob]ect of my mveﬂmon to
possible

readily perceived.

advantage in connection with the type of

hup hzwmﬂ a radially extending flange inter- .
- mediate 1ts opposite ends.

Lhis flange sup-
ports both the brake drum and the b@dy of
the wheel in most cases, and in all cases,

supports or partially ﬁuppoms the body of'
- the wheel.
invention I forge or draw this flange or a

According to the method ot my

major portion ot it integral with that portwn

of the hub 1}71110 OnN ONe S wide ther eof, and butt
weld that portion of the barrel of the hub
lymg on the opposite side thereof to the cor-

nice formed by the angle between the inte-

grally formed flange and barrel. More in de-
'--ta,ll I form such a hub initially in two parts

rhv:tded at the root of the flange on a sub-

_sfantlally conical surfaee at an acute angle
- to the axis of the hub in such 1’11&1111@1"1;11%
- that portion of the barrel of

on one side of the hub is formed integrally

with Lhe ﬁ‘mﬁe ‘md thel eaﬂer butt W@ld the

ftwo separately
abutting them on the surface of the division,.

Of

ation..

| mently formed by dle stamping.
3to 6.y

the hub lying

Serlal No 358 523

f@rmed p‘LI‘tS tocrether by

In the d1 AWINgs I show in: amal Cross sec~

| tion such & hub in Fi figs. 1 and 2, Fig. 2 being -

a slight mochﬁcatlon in Figs. 3 and 4 pl:zm 55
-and axial sections of a stampmg from which

one part is formed, in Figs. 5 and 6, axial

- sections of this pa,rt m final fm_m Flg 6 be-

1ng a.modification, and in Figs. T zmd S8axial

Sﬂctmns of a forcrmg from Whlch the otllel
part is formed. -

The balrel B 1s shown dlmded mto t‘wo

portion Bz:

axis A’ of the hub and so related to the root

60

‘portions an outer portion' B* and an’inner
The lelSlOIl is on a conical con-
centric surfice. S at an acute angle to the

R of’ mdmlly extending flange F that this

| -ﬂam}*e Iemams mth the mner bax rel B2 of the

p01 tmn

“In the pal tlcular embodlment shown the
outer portion B?-of the barrel is of ‘smaller -
- diameter-both exter nally and- mternally than
‘The portion B* ema-
ange K 111termed1ate its root R

the mner‘portlon B2,
nates from-fl

and its perlmeter

"The root R 18 divided

Thus the-initial steps of" my method com-
prise the separate formation of a part B4, R
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'alonf} the surface S from 'the main body of
the ﬂan ge-F and may be formed: mteorally
- with the outer portlcm of the harrel B,
In the main, the invention is of especial
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and the part B2 F.- The part B, R is plef.-

‘erably forged, bemg of relatively heavy mass
and” havmg a ‘relatively long. barrel 1:)011:1011 .'
‘B The surface S may be iarmed either by

the forging. -operation” initially and then

‘B F s mltlall formed as a
the barrel pOI‘thIl B?being of such

st&mpm

large” d1amct'e1"" and the gauge of t1e metal
being relatwelv llo*hter so that it can be effi--

(See Figs.

any 111ach1n1ng following such ‘operation.

The cornice formed by ‘the angle between the
elements: B2 and F of thls part may be beveled .

by the initial f@lmmg operation and subse-
quently gr ound or machined for the* forging

l-l-r.

operation,. (see Figs..2 and 6) or it may- be

.presented fOI the forfrm@ 0pe1 a,tmn ]ust as

85'

_cleaned oﬂz’ by rmdmfr for the weldmg oper-
die
o

But it may also be fmmed by ]‘501 o
ing either hot or cold. It needs but httle 1f .

'92'5 -
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it comes from the forging machine with the
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~ ing together the flange and the beveled seat.

10

cornice either rounded or beveled complemen-
tal to all or a portion of the surface 5. (See

Figs. 1 and 5.) I have found that a rounded
cornice makes a good weld. Any relative
shaping of the opposed surfaces to be butt
welded known to be good practice in the art
may be resorted to by subsequent cutting or
cleaning processes. - | '

The parts B* R and Bz F so fdrméd are

then abutted upon the complemental or at

1,777,431

of a diameter different from that of said bar-
rel portion, forming a flange on said barrel

portion and bevelling the edge of said flange,
bevelling the edge defined by said flat plate

and the tubular portion thereon, and butt .

welding said bevelled edges together. :

TIn testimony whereot he hereunto aifixes
signature. > ,
' WARREN H. FARR.

least coacting surfaces S and butt welded
through any of the well known butt welding

processes. A thoroughly homogeneous weld
results as I have shown by actual tests and

microscopic examination. A fully accurate

and more than adequately strong hub struc-
ture is produced as I have shown by subject-

ing it to mechanical tests. _ .
There are had, as a result, all of the advan-
tages I have hereinabove set forth, including
economy in dies, and economy in machining
operations. o .
What I claim as new and useful and desire
to protect by Letters Patent 1s: o
1. The method of forming hubs the bodies
of which are provided with radial flanges -
termediate their ends which consists 1n sepa-
rately forming the body and the flange, Torm-
ing a beveled seat on the body having an acute
angle to the axis of the hub, and butt weld-

9. The method of forming hubs having
barrel portions of different diameter and ra-
dially extending flange portions intermediate
the ends thereof and interconnecting the bar-
rel portions which consists in separately
forming the hub in parts divided in that por-

‘tion of the flange intermediate the two barrel

portions of different diameter, and thereatter
butt welding the said two parts together.
3. The method of forming hubs the body

portions of which have radially extending

~ flanges intermediate their ends which con-
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sists in forming the barrel in separate parts
whereby one part so separately formed car-
ries the flange and is of angle cross section,
beveling the adjoining end of the other part
at an acute angle to the axis of said last men-
tioned part and butt welding the cornice of

the angle section of the first mentioned part

to the beveled end of the last mentioned part.
4. The method of forming hubs the bodies

of which are provided with radial flanges

intermediate their ends which consists 1n em-
ploying a flat plate and a tubular barrel por-
tion, forming a tubular portion on said plate,

~ bevelling the edges of said plate and said :
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barrel, and butt
together. ' S o .

5. The method of forming hubs the bodies
of which are provided with radial flanges

intermediate their ends which consists 1 em-

ploying a flat plate and a tubular barrel por-
tion, forming a tubular portion on said plate

welding said bevelled edges
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