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This invention relates to a method of mak 
ing tapered columns adapted for use as flag 
poles or the like. 

Heretofore, it has been the practice to make 
is tapered columns of the type herein described, 
by cutting elongated V-shaped excisions in 
tubular sections and swaging the sections to 
bring the edges of the excisions together, after 
which the edges are welded together and the 

10 sections mounted successively one upon the 
other. While satisfactory columns are ob 
tained by this manner, the method is objec 
tionable in that the V-shaped excisions neces 
sitate considerable waste of metal. 

ls. It is an object of this invention to provide a 
method of making columns having either a 
straight taper or an entasis, without necessi 
tating the wasting of material. 
A further object is the provision of a 

80 method of making a tapered column in sec 
tions which may be conveniently assembled 
without the use of rivets or bolts. 
These and other advantageous objects, 

which will later appear, are accomplished by 
25 the simple and practical construction and ar 

rangement of parts hereinafter described and 
exhibited in the accompanying drawing, 
forming part hereof, and in which: 

Figure 1 shows a column constructed in ac 
30 cordance with the invention. 

Figure 2 represents a perspective view of 
a section of tubing of a standard size and 
shape. 

Figure 3 represents a perspective view of 
35 the section of tubing after being subjected to 

the first step in the method. Figure 4 represents the section of tubing 
after the second step. 
Figure 5 represents a perspective view of an 

40 insert used in connection with the section of 
tubing. 

Figure 6 represents a view of the section of 
tubing after the third step. 

Figure 7 represents a view of the finished 
45 section with the desired taper. 

Figure 8 represents a sectional view taken 
on line 8-8 of Figure 7. 

Figure 9 represents a perspective view of 
the binding strap used to hold the tapered 

50 tubing in position. 
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Figure 10 represents a sectional view show 
ing the method of joining two sections of ta 
pered tubing. - 

Referring to the drawing, in Figure 1 is 
shown a column, such as a flag pole, formed 
from a plurality of tapered sections 11. Each 
section 11 is made in the same manner, with 
the exception, of course, that the diameter of 
the sections gradually decrease as the top of 
the column is approached. 
In making a section, a standard section 11 

of cylindrical tubing, as shown in Figure 2, is 
given a longitudinal slit 12, which is parallel 
to the axis of the tubing, as shown in Figure 3. 
The longitudinal slit 12 may extend the en 
tire length of the section 11 or may termi 
nate a short distance of one end thereof. 
Then, by suitable means such as a conical 
wedge, the lower end of the section is spread 
to produce a V-shaped slot 13 as shown in 
Figure 4. The section is now tapered. 
Arcuate supporting bands 15 are welded 

to the interior of the section, and an elon 
gated triangular plate 14 is inserted in the V 
shaped slots, after which the edges of the 
plate and the section are welded together, the 
plate being also welded or otherwise united 
to the bands 15. 
To make a column, a plurality of sections 

are formed in the manner described above, the 
diameters of the sections gradually decreas 
ing towards the upper end of the column. 
The sections are united one to the other by 

means of a tapered tubular connector 16 weld 
ed to the lower section, and over which the 
upper adjacent section is placed, after which 
the upper section is welded to the tubular 
connector 16 and the abutting edges of the 
sections welded together. (See Figure 10.) 
The connectors 16, while providing means 

for mounting one section on the other, also 
serve as means for reinforcing the column, as 
likewise do the supporting bands 15. 
From the above description it is seen that 

there has been provided a convenient and eco 
nomical method of making tapered metal col 
umns from standard cylindrical tubing. 
There is no waste of material and the opera 
tions are of such a nature that they may be 
performed more easily and conveniently than 
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heretofore has been possible in the manufac 
ture of similar columns. 
The foregoing disclosure is to be regarded 

as descriptive and illustrative only, and not as 
restrictive or limitative of the invention, of 
which obviously an embodiment may be con 
structed including many modifications with 
out departing from the general scope herein 
indicated and denoted in the appended 
claims. 
Having thus described my invention, what 

I claim as new and desire to secure by Let 
ters Patent, is: 

1. The method of making a column from a 
tube which consists in longitudinally slitting 
the tube, spreading one end of the slitted 
tube to produce a V-shaped slot, inserting a 
W-shaped plate in the V-shaped slot, and then 
uniting the edges of the tube and plate. 

2. The method of making a column from 
a tubular section consisting in longitudinal 
ly sitting the section, spreading one end of 
the section to produce a tapered section hav 
ing a V-shaped slot, inserting a plurality of 
annular bands in the section, inserting a plate 
in the W-shaped slot welding the bands to 
the section and plate, and welding the edges 
of the plate and section together. 

3. The method of making a column from a 
tubular section, comprising longitudinally 
slitting the section, spreading one end of the 
section to produce a tapered section having a 
W-shaped slot, inserting a plurality of an 
nular bands in the section, inserting a plate 
in the W-shaped slot, and welding the bands 
to the section and to the plate. 
This specification signed this 24 day of 

June, 1931. 
HENRY C. PFAFF. 


