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1. Claim. 

1. 
The present invention is concerned with the 

construction of torpedo main hulls and with a 
method of jointing the various sections, the chief 
object being to provide a construction of torpedo 
hull which will lend itself to mass production 
methods. 
The method of constructing a torpedo main 

hull in accordance with the invention consistS in 
producing a number of metal stampingS or preSS 
ings of circular cross sectional shape, each press 
ing having an integrally formed in Wardly directed 
stiffening flange, the pressings being of Such 
dimensions that they can be assembled together 
in overlapping end to end relationship, assem 
bling the various pressings together and Securing 
them together by means of a Welding process. 
In order that the said invention may be clearly 

understood and readily carried into effect the 
same will now be more fully described with ref 
erence to the accompanying drawings, in which: 

Figure 1 is a sectional view of one of the stamp 
ings or pressings. 

Figure 2 is a similar view of the pressing after 
it has been machined. 

Figure 3 is a sectional view illustrating the 
method of assembly on a removable assembly jig. 
Each section employed in the construction of 

the main hull is pressed from sheet metal, the 
various sections being in the form of cylindrical 
or conical pressings each initially formed at one 
end with a peripheral flange 2, the opposite end 
being left Solid, each section therefore being of 
substantially cup shape and having an outwardly 
directed flange or lip. The closed end of the 
pressing which is to enter the open end of the 
next adjacent section is slightly reduced in diam 
eter as at 3 So that the Outer surfaces of adjacent 
sections will lie flush when the sections are united 
together. 
The Section which has been initially formed 

with a flange at one end and closed at the oppo 
site end is then machined, and aSSunes the form 
shown in Figure 2, the flange being removed and 
the part 3 of reduced diameter machined back 
to the correct diameter formating with the adja 
cent Section, the solid end 4 being then trepanned 
out as at 5 to a diameter which will leave an 
inwardly directed lip or flange 6 of a sufficient 
Width to ensure adequate stiffness of the section. 
The prepared sections are then erected on an 
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assembly fixture of jig 7 which ensures concentric 
alignment of the Sections, the sections being 
a SSembled together with their ends in overlapping 
relationship and tacked together by wide spaced 
Spot Welding. The assembly fixtures is then 
removed and each joint Seam welded by suitable 
means preferably automatic at a suitable posi 
tion between the mating ends of adjoining sec 
tions. This seam welding, in addition to rigidly 
Securing the sections together, also forms a water 
tight seal between the outside and the inside of 
the hull. 
To produce a flush continuity of hull contour 

and prevent Seepage of Water or moisture between 
the nating joint Surfaces, which would result in 
Corrosion, the depression 8 between the extreme 
edge of each Section, and the adjacent section is 
filled fiush with the hull contour and the seam 
between the sections caulked with a synthetic 
rubber or other plastic or hard filling substance. 

It will be appreciated from the foregoing 
description that the hull sections are completely 
machine made and therefore suitable for mass 
production methods whilst the thickness of the 
different Section can be varied to suit, so as to 
get uniform strength throughout the length of 
the hull. Furthermore each section incorporates 
its own radial stiffener whilst assembly and weld 
ing of the various sections together are opera 
tions likewise suitable for mass production meth 
Ods. 
What is claimed is: 
A method of constructing a torpedo main hull 

of circular cross-section, consisting in pressing or 
Stamping a plurality of sheet metal cup-like 
bodies each flanged outwardly at the rim of its 
Open end and deformed at its periphery at its 
other end into a relatively shallow axial plug part 
merging into the closed base end of the body and 
adapted to nest Snugly in the open end of an 
adjacent one of said bodies, removing said rim 
flange and machining back said plug part for 
mating with the adjacent body, removing a con 
centric part of the base of each cup-like body so 
as to leave an inwardly turned stiffening flange, 
aSSembling in co-axial relationship the said sheet 
metal stampings or pressings, mating the plug 
end parts into the other end parts of the pressings 
or stampings to produce a tubular hull structure 
uninterrupted from end-to-end, and thereupon 

  

  



welding themating parts together to form a self 
sustaining unitary tubular shell. 

WILLIAM THOMAS WILKINSON, 

2,613,857 

Eacecutor of the Last Will and Testament of Lewis 
Jones, Deceased. 
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