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To @il wher it may concern:

Be it known that we, THomas E. MORRAY
and Twmomas E. Murray, Jrv., citizens of
the United States, and residents of the city,
county, and State of New York, have invent-
ed certain new and useful Improvements in
Shafts, of which the following is a speci-
fication.

Crank shafts for automobile motors and
similar engines are comparatively heavy

and expensive. Cam shafts and other shafts
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having a portion or portions offset from
the body of the shaft, present similar ob-
jections. Our invention provides a shaft
of this class having certain advantages re-
ferred to in detail hereinafter.

Fig. 1 is a perspective view of u seg-
ment of another style which may be used
in making up a crank shaft;

Fig. 2 is a side elevation of a shaft made
up from segments of the kind shown in
Fig. 1; _

Fig. 8 is a side elevation of a portion of
a shaft made up from a single segment
of the style shown in Fig. 1 with certain ad-
ditional pieces to complete the bearing por-
tions;

Fig. 4 is
shaft made
other style;

Fig. 5 1s a horizontal section thereof
through the bearings for the two outer crank
pins.

Referring to the embodiment of the in-
vention illustrated, the shaft is made of seg-
ments largely or wholly stamped up from
sheet metal and welded together al their
edges, the line of the weld being indicated
by dotted lines in the several figures. Va-
rious methods of welding may be used; for
example, ordinary arc welding or acetylene
flame welding. But we prefer to use the
Murray method of welding (Reissue Patent
No. 15,466 of October 10, 1922) by pressing
the edges together and passing through them
a current of extremely high density for a
very brief interval of time. This method
welds the segments together simultaneously
along their entire length so as to prevent
warping or twisting due to heat generated
during the welding operation.

In making up the shaft of Fig. 2, we start
with a segment of the shape shown in Fig.
1 with segments 12° for the end bearings,
18= for the outer crank pins and 14* for
the inner crank pins, these semi-cylindrical

a perspective view of a crank
up from segments of still an-
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segments being connected by crank portions
15* and 16* which are solid flat bars, and we

unite this to a complementary member hav-
ing semi-cylindrical ‘segments 12°, 13* and

14* united by crank or offset portions 15P
and 16°. The offset members 15* and 15
arve spaced apart from each other, and so
are the longer offset members 16* and 16"

The parts are welded together along the dot-

ted lines shown in Fig. 2. It is not essential
that the segments be welded throughout the
length of the shaft. In Fig. 2 they are
welded only along the bearing  portions.
And, with respect to the constructions shown

in the other figures of the drawing it is to

be understood- that they may be welded
along only a portion or only selected por-
tions of the lengths and are not necessarily
welded along their entire longitudinal edges.

In fact it is not essential that each. of the
segments of which the shaft is made bé one
pleceextending continuously from end toend,
We may, as in.Fig. 8, take a blank similar to
that of Fig. 1 and supplement it with short
segments 122, 13° and so forth, serving to
complete the cylindrical bearing portions;
leaving only the offset connecting portions
of the first blank, as 152, to constitute the
crank arms or other offsets.

Another convenient construction, in which
the bearing portions alone arve hollow, is
shown in Figs. 4 and 5. This shaft is made
of two segments divided along a vertical
plane having semi-circular bearing portions
17= and 17 at the ends; 18> and 18 for the
outer crank pins and 19* and 19® for the two
intermediate crank pins. The offsets are,
in the individual segments made in the form
of channels 20* and 20° and 21* and 21"
When these are united as shown they pro-
duce an offset portion of the shaft which is
H-shaped in cross-section and thus has a
considerable superficial exposure to the air
which tends to keep it cool.

The invention is applicable not only to the
making of crank shafts and cam shafts and
other articles having similar shapes with off-
set arms, but applicable also in part at least
to the making of various other articles. And
when we speak of crank shafts or shafts
with offset portions it is to be understood
that such shafts may be made with one or
more bearing portions and with one or more
offset portions,

Though we have described with great par-
ticularity certain embodiments of our in-
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vention yet it is not to be understood there-
from that the invention is restricted to the
particular embodiments disclosed. Various
modifications can be made in the details of
the shaft and the steps of the method, by
those skilled in the art without departuve
from the invention as defined in the follow-
ing claims.

What we claim is:

1. A shaft having tubular bearing por-
tions and golid offset portions, said shaft be-
ing made of sheet metal pieces welded to-
gether, at least one of said pieces including
a segment of a tubular bearing portion and
a part of an offset portion of the shait.

2. A shaft having tubular bearing por-
tions and golid offset portions, said shaft be-
ing made of sheet metal pieces, at least one
of said pieces including a segment of a tubu-
lar bearing portion and a part of an offsel
portion of the shaft, said pieces being united
by butt-welding the edges of such segments.

3. A shaft having tubular bearing por-
tions and non-tubular offset portions, said
shaft being made of sheet metal pieces, in-
cluding segments of the tubular bearing por-
tions, said pieces being united by butt-weld-
ing the edges of said segments, and the edges
of the pieces forming the offset portions of
the shaft being exposed.
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4. A crank shaft made of sheet metul
pieces bent trangversely to form segmental
bearing portions and offset portions and
united by butt-welding at the edges of the
bearing porticns alone.

5. A crank shaft made of sheet metal seg-
ments welded together, the bearing portions
being circular and united by offset members
having their edges and their outer and inner
faces exposed to the outside air.

6. A crank shaft made of sheet metal
pieces stamped to shape, one piece includ-
g an entire offset portion and a part of a
bearing portion of the shaft and another
compiising a second part of said bearing
portion and welded to the first part.

7. A crank shaft made of sheet wmetal
segments welded together, the joints in the
bearing portions being in a plane trans-
verse to the lengthivise direction of the off-
set portions.

8. A crank shaft made of sheet metal seg-
ments welded together, the joints in the end
bearing portions being in a different plane
from those in the crank bearing porfions.

In witness whereof, we have hereunto
signed our names.

THOMAS L.
THOMAS E.

MURRAY.
MURRBAY, Jr.
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