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tent that subsequent opening of the joint by 
i bending is absolutely prewented. Further, 
the flat meeting portions of the blank, in ad- The positioning memberalso serves to keep 
dition to producing the maximum clamping the work from vibrating sidewise, and hold effect desired, prevent the cutting of the i sheathing during the reducing of the core, 

10 

15 

20 

25 

It will be obwious from the steps of the 
method described that the reduction of the 
core, in addition to increasing the clamping 
effect of the latter upon the sheathing, also 
serves to minimize the size of the joint, the 
moretightly the meeting portions of the core 
arebrought together the less conspicuous the 
seam. After the covered body has been re 
duced in the manner described, it is in readi 
ness to be bentintoany desired form without 
opening atth?joint. If, however, it is de sired that the jointor seamshallentirely dis 
appearso astogive a seamless appearance to 
the body, it may be again reduced, which 
will produce the desired result. 
Any suitable mechanism may be used to 

carry out the method described, and for the 
urpose of ilustration I have shown a pre 
erred form. The core and the covering or 

i sh?athing are arranged preferaby upon suit 
able reels, as d ande, insuch relation to one 
another that as the material passes to the 

- dies the sheathing may be properly applied 
30 over the core. 

represents the form of die employed for 
folding the sheathing over the core, con 

| sisting of upper andlower die plates, indi 
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cated by the numerals 10 and 11, suitably 
secured together by boltsg. The die plates 

i are formed respectively with channels form 

40 

45 

50 

ing a passage, indicated at h, through which 
the core and covering plate or strip. are 
drawn, the arrangement of the parts being 
such that as the core and covering pass 
through the die the marginal edges of the 
latter will be bent over the edges of the core 
and between the meeting faces of the side 
tops, as illustrated, and the core folded on its 
longitudinal axis. w 

o produce the additional clamping re 
quired to prewent the seam openi?g, the 
core is passed through a drawingor narrow 
ing die i *x; with an orificej. The dies may b? mounted upon a suitable bed 
ask, whichin turnis provided with a flangel 
against whichthe drawing die i engages, said 
flange being provided with an orifice m. 

i through whichthe completed workis drawn. 
- 55 Afterwards, the article m?ybe coiled upona. 

i suitable drum or reel indicated at n. The 
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diefis.provided with a positioningor guide 
plate, indicated at g, constructed with a 
suitably-shaped, channel r. which serves to 
make the initial fold of the marginal edges 

| 

i 910,814 

of the Securing strip in starting the ; O" 
cover upon its passage through the dies. 

the partsso that the core will be exactly in 
the center of the coveringstrip. - 

i It will be readily understood from the 
;* description of the method that the finished article need not mecessarily be a 
solid rod orbar, as the hollow ortubular rod 
indicated in Fig. 10 can aswell be produced. 
It is merelyessential that the core or blank 
should be of suficient substance to permit of 
its being finally reduced in diameter to 
obtain the additional clamping effect with 
outitsbeing crushed. Itisalso to be under 
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stood that the form of blank described is 
the One. I preferably employ, but that it is 
susceptible of various módifications without 
In any manner d; from the spirit of my invention. For instance, the inner 
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edges, as d', may be dispensed with, but I 
refer to use the same in orderto obtain the 
est results. Also, the sheathing need not necessarily extendentirelyover the top por 

tions of the blank or into the channel, but. 
thisis preferable as a better gripping of the 
sheathing by the blank or core is obtained. 
Attention isfurther directed to the fact that 
the sheathing or covering, while in most 
instances of a metal different from the core, 
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is not necessarily so, it being immaterial 
from the standpoint of the inventión as to 
what metal the blank is sheathed with. 
What I claim as my invention is,– i 95 
1. The herein-described method of making 

compound metal bodies, consisting in form 
ing a channeled blank, in. applying a metal 
covering strip about the exterior of the 
blank and over the blank edges, folding the 
blank along its longitudinalaxis and abut 
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ting and clamping the marginal portions of 
the coveringstrip, and finally reducing the 
covered blank by pressure. 
2. The herein-described method of making 

compound metal bodies, consisting in form 
ing a blank, in applying a metal ;"; 
strip about the exterior of the blankan 
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over the blankt edges, folding the blank 
|alongits longitudinalaxis andabutting and 110 
clamping the marginal portions of the cov; 
eringstrip, and finally reducing the covered 
blank by pressure. * - - " 

In testimony whereof, I have signed this 
specification in the presence of two sub 
scribing witnesses. . . 

* CARL HELLMICH. 
Witnesses: -. * 

N.S.WRIGBT, 
E. M. SPIELBURG. 
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