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WHAT I CLAIM 1S:= '
1. A method of: restoring a ‘wom or
damaged marine propeller shaft by the depo-

sition and fusion.of a metal to the shaft,

characterised by the steps:
(a) cleaning by exposing the base metal

in the area of ‘the shaft: to be restored by.

chemical or mechanical means,

(b) rotating the shaft in-a lathe or sumlari

machine about -its longitudinal axls at an

. accurately controlled rate;

(c) feeding the metal to be deposxted as.’
a single wire through an inert gas shielded’
arc welding gun mounted on the lathe: and

movable longlmdmally thereof to the peri-

phery of the rotatirig shafi with the wire itself

forming a consumable electrode for the arc,
(d) the welding gun being mounted on
the lathe in a longitudinally movable manner
and traversed along the shaft during rotation
thereof while feeding said single wire there-

: through and deposmng the matenal of the

wire as it is consumed over the length of the
_damaged area in the form of a continuously
fused mietal depos1t, all while controlling the

" feed of the wire and maintaining a steady,

continuous rotation of the shaft: and traverse
of the welding gun,

~(e) applying current through the wire to .

the .shaft to subject the junction of the wire
and shaft as feeding and ‘winding progresses

" to heating to effect’ fusion - welding of the

material of the wire to the shaft and adjacent
turns to form a homogeneous substantially

uniform: metal deposit which blends with the -

base metal of the shaft, and :

(f) subséquently machining in the lathe
the weld deposit to provide a finished surface.

2. A method in accordance with Claim 1,
wherein the wire 1s of the same material as
the shaft.

3. A method in accordance with Claim 1
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WHAT 1 CLAIM 1S:—

1. A method of restoring a worn or
damaged marine propeller shaft by the depo-
sition and fusion of a metal to the shaft,
characterised by the steps:

(a) cleaning by exposing the base metal

in the area of the shaft to be restored by

chemical or mechanical means,

(b) rotating the shaft in a lathe or similar
machine about its longitudinal axis at an
accurately controlled rate,

(c) feeding the metal to be deposited as
a single wire through an inert gas shielded
arc welding gun mounted on the [athe and
movable longitudinally thereof to the peri-
phery of the rotating shaft with the wire itself
forming a consumable electrode for the arc,

(d) the welding gun being mounted on
the lathe in a jongitudinally movable manner
and traversed along the shaft during rotation
thereof while feeding said single wire there-

through and depositing the material of the
wire as it is consumed over the length of the
damaged area in the form of a continuously
fused metal deposit, all while controlling the
feed of the wire and maintmining a steady,
continuous rotation of the shaft and traverse
of the welding gun, :

{e) applying current through the wire to
the shaft to subject the junction of the wire
and shaft as feeding and winding progresses
to heating to effect fusion welding of the
material of the wire to the shaft and adjacent
turns to form a homogeneous substantially
uniform metal deposit which blends with the
base metal of the shaft, and

(f) subsequently machining in the lathe
the weld deposit to provide a finished surface.

2. A method in accordance with Claim 1,
wherein the wire is of the same material as
the shaft,

3. A method in accordance with Claim 1
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