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To all vvhom it may concern: 
Be it known that we, JoHANN GöRGEN, 

JACOBREIFF, and REINOLD KEMPIN, of Ke 
Wanee, in the county of Henry and State of 
Illinois, have invented a new and Improved 
Machine for Forming Seamless Tubes, of 
which the following is a full, clear, and exact 
description. 
The object of the invention is to provide a 

new and improved machine for forming solid 
metallic blanks into seamless tubes, the ma 
chine being Very simple and durable in con 
struction and effective in operation. 
The invention consists principally of cylin 

drical drawing-rolls, each formed with a 
threaded end adapted to engage the blank 
and drawit forward over the mandre and 
between the Smooth surfaces of the rolls. 
The inventionalso consists of certain parts 

and details and combinations of the same, 
as will be hereinafter described, and then 
pointed out in the claims. 

Reference is to be had to the accompanying 
drawings, forming a part of this specification, 
in which similarletters of reference indicate 
corresponding parts in all the figures. 

Figure 1is a sectional side elevation of the 
improvement. Fig. 2 isa sectional plan view 
of the same. Fig. 3 is a sectional plan show 
ing the drawing-rolls reversed, but not yet 
adjusted, for the purpose of elongating and 
polishing the tube, the tube being shown in 
section. Fig. 4 is an enlarged transverse sec 
tion of the mandrel-supporting and pipe-re 
ceiving tube; and Fig. 5 is a view similar to 
Fig. 3, but showing the rolls adjusted for 
elongating and polishing the tube. 
The improved machine is provided with a 

suitably-constructed frame A, in which are 
journaledthe drawing-rolls Band B", inclined 
with relation to each other, as indicated in 
Fig. 1, but having their shafts normally ar 
ranged in parallel vertical planes. (See Fig. 
2.) Each roll B or B is provided with a 
smooth cylindrical body portion Bº, terminat 
ingatone endin the threaded part Bºandatits 
other endina conical portion Bº, partly fluted 
and terminatingatits smallendin the thread 
ed parti Bº. The rolls Band Bare secured 
on shafts CandC', respectively, journaled in 
bearings Dand D', respectively, held trans 

versely adjustable in the frame A, as indi 
cated in Fig. 2, sothat the rolls may be 
moved nearer to each other or farther apart, 
accordingto the size of the tube to beformed. 
Between the rolls Band B is arranged a 

mandrel E,extendinghorizontally and formed 
at its front end with a threaded point E', 
adapted to engage the inner end of the solid 
metallic blank F, held in a feed trough or 
tube G, arranged in alignment with the man 
drell E. The rear part of the mandrel. E has 
its bearing in a series of washers H, held in 
a tube I, fixed in the frame A, the said wash 
ers being placed suitable distances apart, so 
as to support the mandrel Eup to the begin 
ning of the rolls Band B", as shown in Figs. 
1 and 2. Therearend of the mandrelE rests 
againsta removable abutment J of suitable 
construction, so as to hold the mandrel E in 
the proper position during the time the tube 
is formed. 
The operation isasfollows: When the sev 

eral parts are in the position as shown in Figs. 
1 and 2, and a rotary motion is givento the 
rolls Band B' by a suitable mechanism con 
nected with their shafts C C", and the oper 
atorpushes the metallic blank F forward in 
the trough G, then the threaded parts Bºof 
the rolls Band B takehold of the inner end 
of the blank and draw the same forward onto 
the point E' of the mandrelE, it being under 
stood that the metallic blankhas beenheated 
previousto puttingit into the trough G. The 
action of the rolls Band B' on the blank Fro 
tates the same and causesitsformation into a 
tube over the mandrel E, the tube finally 
coming in contact with the Smooth surfaces 
of the parts Bº of the rolls, so that a smooth 
exterior surface is given to the tube to be 
formed. As the blankis drawn forward and 
the tube is formed, it finally passes into the 
tube Iand against the first washer H, which 
is pushed rearward on the advance move 
ment of the tube to be formed, until finally 
the tube is finished and all the Washers are 
pushed rearward in the tube I. Thus it will 
be seen that the mandrel Eis properly sup 
ported in the washers H, as the tube is formed 
from the blank, and the tube formed from 
thelatterfinallypassesinto the tube I. When 
the real end of the blankFleaves the Smooth 
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parts Bºof the rolls B B, then the tube is 
finished and the operator now removes the 
abutment Jto permit of sliding the finished 
tube, mandrel, and washers out of the tube 
I. After this the mandrel Eis again inserted 
in the tube I with the washers II in place, as 
described and shown in Fig. 2, and then the 
abutment J is again moved on the rear end 
of the mandrel, so that the machine is now 
ready to treat a second metallic blank for 
forming a tube in the manner described. 
After a tube is formedit can readilybe pol 
ished by a set of rolls B B' in the manner 
indicated in Figs. 3 and 5. For this purpose 
the position of each roll is reversed, as shown 
in Fig. 3, and then the left-hand ends of the 
rolls are brought nearer together and the 
right-hand ends fartherapart, the pipe being 
so placed that the threaded portions Bº Will 
take hold of it and feed. it forward to the 
fluted portions B. Owing to the pressure 
eXerted by these fluted portions the pipe will 
be elongated, its wall becoming thinner at 
the same time, while the mandrel E forms a 
support for the pipe to preserve the cylin 
drical shape and the original size of its bore. 
The marks produced on the pipe by the 
threaded portions Bº and fluted portions B 
are removed and a smooth polished appear 
ance givento the pipe when it comes in con 
tact with the smooth portions of the rolls. 
Thus it will be seen that the same rolls serve 
toproduce the pipe and to finish it. 

It will be seen that a machine of the con 
struction describedis very simple and quickly 
forms a solid metallic blank into a tube. 

IIaving thus fully described our invention, 
we claim as new and desire to secure by Let 
ters Patent– 

1. A drawing roll for the manufacture of 
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seamless tubes, provided with threaded ends 
and a smooth cylindricalportion between the 
said ends, substantially as described. 

2. A drawing roll for the manufacture of 
seamless tubes, provided with threaded ends 
of different diameters, a Smooth cylindrical 
portion adjacent to one of the threaded por 
tions, and a conical portion between the cy 
lindrical portion and the other threaded por 
tion, substantially as described. 

3. A drawing roll for the manufacture of 
seamless tubes, provided with threaded ends 
of different diameters, a smooth cylindrical 
portion adjacent to one of the threaded por 
tions, and a longitudinally fluted conical por 
tion between the cylindrical portion and the 
other threaded portion, substantially as de 
Scribed. 

4. A machine for forming seamless tubes, 
provided with a mandrel support comprising 
a tube, and Washers constructed to surround 
and support the mandrel, said washers being 
fitted in the said tube and adapted to slide 
therein by the forwardly moving finished 
tube, substantially as shown and described. 65 

5. A drawing roll, provided with threaded 
ends of different diameters, substantially as 
described. 

6. A drawing roll, provided with a cylin 
drical end portion and a conical end portion, 7o 
each of said portions being screw threaded 
at its outer extremity, and smooth at its in 
ner extremity, substantially as described. 

JOHANN GÖRGEN. 
JACOB REIEFF. 
REINOLD KEMPIN. 
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VVitnesses: 
CHAS. K. L'AIDD, 
ADOLPH MIAUL. 

  


