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1 Claim. (Cl. 29-423) 

In the production of hollow rock drill steel it is already 
known, after boring the blank which is to be rolled to form 
such rock drill steel, to insert a steel core of suitable 
composition in the cavity. The core is welded to the blank 
or is held in position due to the fact that it is curved. By 
this method a space of 1-2 mms, is left between the core 
and the wall of the cavity of the steel blank. This re 
sults in the formation of scales and folds on the wall of the 
cavity during the rolling. 

If the core is upset in such a manner that it completely 
fills up the cavity in the blank, which is possible by using 
austenitic core material, advantages as regards quality 
are gained, for example, entrance of air with formation 
of glow scales in the zone between the core and the cavity 
wall is avoided. Furthermore, the wall of the cavity has 
appeared to be less inclined to formation of folds during 
the rolling. 

It is also possible to upset the core in such a manner 
that the core only fills up the ends of the cavity of the 
blank, which also prevents the formation of glow scales. 
The invention is illustrated in the accompanying draw 

ings in which 
Fig. 1 is a section on the line I-I of Fig. 2 showing a 

cross section of a cylindrical core positioned in a cylindri 
cal cavity in a blank, 

Fig. 2 is a vertical section on a plane through the axis 
of the cylindrical cavity in the blank with the core 
appearing in elevation, 

Fig. 3 is a section similar to that of Fig. 2 after the 
core has been upset to fill the cavity, and 

Fig. 4 is a perspective view of the finished rock drill 
steel. 
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Referring to the drawings 1 is the steel blank which 

is to be rolled to form the drill steel, 2 is the cylindrical 
cavity extending axially through the blank, 3 is the cy 
lindrical core positioned in the cavity 2 and 4, 4 repre 
sent the means for upsetting the core 3 to cause it to 
tightly fill the cavity 2. As appears in Figs. 1 and 2 the 
core 3 has been inserted into the cavity 3 but there is a 
thin space between the surface of the core and the wall 
of the cavity. As appears in Fig. 3 the core has been 
upset or compressed endwise and expanded laterally so 
that it tightly fills the cavity thereby preventing the en 
trance of air with the formation of scale and/or the forma 
tion of folds in the wall of the cavity during the rolling 
operation. In making the drill steel the structure ill 
lustrated in Fig. 3 is rolled in the customary manner to 
reduce its diameter and elongate it to the tubular shape 
of the drill steel shown in Fig. 4. 

Having now described our invention, what we claim as 
new and desire to secure by Letters Patent is: 
A method of producing rock drill steel from a steel 

blank which comprises boring said blank to provide it with 
an axial cylindrical cavity, introducing a cylindrical 
austenitic steel core into said cavity with its ends extending 
beyond the ends of said blank, upsetting the extending 
ends of said core by compressing said ends in the longi 
tudinal direction thereby expanding said core laterally 
until it completely fills said cavity and prevents the en 
trance of air between the wall of said cavity and the sur 
face of said core and thereby prevents the formation of 
scales and folds on the wall of said cavity during the sub 
sequent rolling operation, reducing the resulting struc 
ture by rolling to convert said blank into a drill steel and 
finally pulling said core out of said cavity. 
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