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(57) ABSTRACT

A method of manufacturing a spindle for a reciprocating saw
includes machining a first portion of the spindle and forming
a throughbore extending through the first portion via a flow
welding process. The flow welding process includes rotating
arod relative to the spindle and inserting the rod into the first
portion of the spindle, thereby displacing material from the
spindle in a direction away from the rod to form the
throughbore and a collar adjacent the throughbore.
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1
SPINDLE FOR A RECIPROCATING SAW

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is a continuation of U.S. patent applica-
tion Ser. No. 16/438,089, filed on Jun. 11, 2019, now U.S.
Pat. No. 11,033,973, which claims priority to U.S. Provi-
sional Patent Application No. 62/684,040, filed Jun. 12,
2018, the entire contents of both of which are incorporated
herein by reference.

FIELD OF THE INVENTION

The present invention relates to power tools and, more
particularly, to reciprocating saws.

BACKGROUND OF THE INVENTION

Reciprocating saws translate rotational motion generated
by an electric motor into a reciprocating motion for a drive
blade. While various types of mechanisms may be used for
translating the rotational motion, one common mechanism is
awobble plate drive. The wobble plate drive includes at least
one wobble plate in connection with a drive shaft and a
spindle. Typical spindles connect to the wobble plates
through a bushing in connection with the spindle. The use of
bushings with the spindle is disadvantageous because it
requires an expensive and complex welding process, which
complicates the manufacturing process.

SUMMARY

In one aspect, the invention provides a reciprocating saw
including a housing, a motor positioned within the housing,
a drive shaft defining a longitudinal axis, and a spindle
positioned substantially within the housing and coupled to a
wobble plate, wherein the spindle includes a throughbore
formed by a flow welding process, wherein the throughbore
extends through the spindle and is configured to receive the
wobble plate.

In another aspect, the invention provides a method of
manufacturing a spindle for a reciprocating saw. The method
includes machining a first portion of the spindle and forming
a throughbore extending through the first portion via a flow
welding process. The flow welding process includes rotating
a rod relative to the spindle and inserting the rod into the first
portion of the spindle, thereby displacing material from the
spindle in a direction away from the rod to form the
throughbore and a collar adjacent the throughbore.

In yet another aspect, the invention provides a method of
manufacturing a spindle for a reciprocating saw. The method
includes machining a first portion of the spindle, machining
a slot on the first portion of the spindle, and forming a
throughbore extending through the first portion via a flow
welding process. The flow welding process includes rotating
a rod relative to the spindle and inserting the rod into the first
portion of the spindle, thereby displacing material from the
spindle in a direction away from the rod to form the
throughbore and a collar.

In a further aspect, the invention provides a method of
manufacturing a spindle for a reciprocating saw. The method
includes machining a first portion of the spindle, machining
a slot on the first portion of the spindle, and forming a
throughbore extending through the first portion via a flow
welding process. The flow welding process includes rotating
a rod relative to the spindle and inserting the rod into the first
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portion of the spindle, thereby displacing material from the
spindle in a direction away from the rod to form the
throughbore and a collar adjacent the throughbore. The
collar extends from an outer surface of the spindle and
surrounds the throughbore.

Other aspects of the invention will become apparent by
consideration of the detailed description and accompanying
drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is perspective view of a reciprocating saw accord-
ing to an embodiment of the invention.

FIG. 2 is a side view of a drive mechanism for use with
the reciprocating saw shown in FIG. 1.

FIG. 3 is an additional side view of the drive mechanism
for use with the reciprocating saw shown in FIG. 1.

FIG. 4 is top perspective view of a spindle with a
throughbore for use with the drive mechanism shown in
FIGS. 2-3.

FIG. 5 is a bottom perspective view of the spindle for use
with the drive mechanism shown in FIGS. 2-3.

FIG. 6 is a side view of a flow welding process for use
with the spindle shown in FIGS. 4-5.

Before any independent embodiments of the invention are
explained in detail, it is to be understood that the invention
is not limited in its application to the details of construction
and the arrangement of components set forth in the follow-
ing description or illustrated in the following drawings. The
invention is capable of other independent embodiments and
of being practiced or of being carried out in various ways.
Also, it is to be understood that the phraseology and termi-
nology used herein is for the purpose of description and
should not be regarded as limiting.

The use of “including,” “comprising,” or “having” and
variations thereof herein is meant to encompass the items
listed thereafter and equivalents thereof as well as additional
items. Unless specified or limited otherwise, the terms
“mounted,” “connected,” “supported,” and “coupled” and
variations thereof are used broadly and encompass both
direct and indirect mountings, connections, supports, and
couplings. Further, “connected” and “coupled” are not
restricted to physical or mechanical connections or cou-
plings.

Also, the functionality described herein as being per-
formed by one component may be performed by multiple
components in a distributed manner. Likewise, functionality
performed by multiple components may be consolidated and
performed by a single component. Similarly, a component
described as performing particular functionality may also
perform additional functionality not described herein. For
example, a device or structure that is “configured” in a
certain way is configured in at least that way but may also
be configured in ways that are not listed.

DETAILED DESCRIPTION

FIGS. 1-5 illustrate a power tool 10 according to one
embodiment of the invention. In the illustrated embodiment,
the power tool 10 is a reciprocating saw that is operable to
drive a tool element (e.g., a saw blade) in a reciprocating
motion for cutting a work piece. In other embodiments, the
power tool may be a different type of device that is config-
ured to drive a tool element in a reciprocating motion.

The illustrated reciprocating saw 10 includes a housing
14, a motor 18 positioned substantially within the housing
14, and a drive mechanism 22 coupled to the motor 18. The
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housing 14 includes a grip portion 26 configured to be
grasped by a user, a support portion 30 configured to house
and support the motor 18 and the drive mechanism 22, and
a connection portion 34 configured to support a battery pack.

The motor 18 is coupled to the drive mechanism 22 to
drive the drive mechanism 22 and reciprocate a saw blade
38. The motor 18 is connectable to a power source that
provides power to the motor 18. The power source may
include an interchangeable and rechargeable battery pack
that includes one or more battery cells, as shown in FIG. 1.
For example, the battery pack may be a 12-volt battery pack
and may include three (3) Lithium-ion battery cells. In other
constructions, the battery pack may include fewer or more
battery cells such that the battery pack us a 14.4-volt battery
pack, an 18-volt battery pack, or the like. Additionally or
alternatively, the battery cells may have chemistries other
than Lithium-ion such as, for example, Nickel Cadmium,
Nickel Metal-Hydride, or the like. In other embodiments,
the power source may include a power cord providing an
alternating current power supply, e.g., from a utility source
such as a standard outlet.

As shown in FIGS. 2-3, the illustrated drive mechanism
22 includes a drive gear 42, a wobble shaft 46, or drive shaft,
a first wobble plate 50, a second wobble plate 54, a coun-
terweight assembly 58, and a spindle 62. The drive gear 42
engages a pinion 66 of the motor 18 such that the drive gear
42 is driven (e.g., rotated) by the motor 18. The drive gear
42 is mounted to the wobble shaft 46, or axle, such that the
wobble shaft 46 rotates with the drive gear 42. The wobble
shaft 46 defines a longitudinal axis 70 about which the
wobble shaft 46 and the drive gear 42 rotate.

The first wobble plate 50 is positioned generally normal
to the longitudinal axis 70 and includes a shaft 50a and a
body 5054. The shaft 50q is coupled to and supported by the
counterweight assembly 58 and the body 505 surrounds and
is moveable with the wobble shaft 46. The counterweight
assembly 58 includes a counterweight 60 supported by the
housing 14 for reciprocating and pivoting movement (e.g.,
orbital movement) relative to the housing 14. The counter-
weight 60 provides a vibration-reducing force that at least
partially counteracts the forces created by movement of the
spindle 62 and the saw blade 38.

The second wobble plate 54 is positioned generally nor-
mal to the longitudinal axis 70 and includes a shaft 54a and
a body 545. The shaft 54a extends through the spindle 62 via
a throughbore 74 (FIG. 3) and the body 545 surrounds and
is moveable with the wobble shaft 46. In the position shown
in FIG. 2, the second wobble plate 54 extends generally
away from the motor 18 and the drive gear 42 to move the
saw blade 38 to an extended position. As the wobble shaft
46 rotates, an end portion 78 of the second wobble plate
shaft 54a moves through an arcuate path P. After a half
rotation of the wobble shaft 46, the second wobble plate 54
extends generally toward the motor 18 and the drive gear 42
to move the saw blade 38 to a retracted position.

The spindle 62 is supported by the housing 14 for recip-
rocating and pivoting movement (e.g., orbital movement)
relative to the housing 14. The spindle 62 is further coupled
to the end portion 78 of the second wobble plate shaft 54a.
As the second wobble plate 54 moves through the arcuate
path P, the end portion 78 of the second wobble plate shaft
54a pushes the spindle 62 to slide the spindle 62 and the
counterweight assembly 58 in a generally linear manner
relative to the housing 14. Rotation of the wobble shaft 46
is thereby translated into reciprocation of the spindle 62 by
the second wobble plate 54. The spindle 62 connects to and
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supports a saw blade 38 (or other tool element) to recipro-
cate the saw blade 38 relative to the housing 14.

The spindle 62 further includes a machined portion 82
formed integrally with the spindle 62 via a machining
process. The spindle 62 includes the throughbore 74 extend-
ing through the spindle 62 in order to accept the end portion
78 of the second wobble plate shaft 54a. In order to simplify
the manufacturing process of the spindle 62, the spindle 62
is first machined. A collar 86 extending outwards of the
spindle 62 is formed using a flow welding process, which
also forms the throughbore 74 (FIG. 5). The collar may be
sized to meet a drawing specification and extends above or
beyond an outer diameter/surface of the spindle 62. The
collar 86 further ensures good interaction with the end
portion 78 of the wobble plate shaft 54a, even if the wobble
plate projects above the outer surface of the spindle.

Providing the spindle 62 with a machined portion 82 and
a throughbore 74 is advantageous over previous spindle
assemblies that include a separate spindle and a bushing.
Previous spindle assemblies machine the spindle with an
inner diameter to rest in and then place a bushing within the
inner diameter and weld the bushing to the spindle. It is well
known in the art that welding can be a challenging process.
Specifically, welding increases machine downtime, cost, and
time needed to manufacture the spindle. Elimination of the
bushing, as shown in the attached embodiments, therefore
simplifies the manufacturing process. In other embodiments
(not shown), the spindle 62 including the throughbore 74
and collar 86 may be implemented with different arrange-
ments and types of drive mechanisms. In other words, the
modified spindle 62 as described above is compatible with
other configurations of wobble plate style drive mechanisms
or other types of drive mechanisms. Furthermore, the modi-
fied spindle 62 as described above is compatible with both
AC and DC powered power tools.

As shown in FIG. 6, during the flow welding process a rod
90 is rotated while inserted through the spindle 62. Rota-
tional friction between the rod 90 and a machined portion 82
of the spindle 62 causes material to displace and form the
collar 86. By using the flow welding process, an inner
diameter of the collar 86 can be sized in order to meet
differing design specifications. The machined portion 82 of
the spindle 62 further includes a slot 94 (FIG. 5) machined
on a side of the spindle 62 opposite the collar 86 (FIG. 4) for
receiving the end portion 78 of the second wobble plate shaft
54a. In other embodiments, the throughbore 74 and collar 86
may be created through alternative processes besides flow
welding (e.g., horizontal welding, brazing, etc.).

Various features of the invention are set forth in the
following claims.

What is claimed is:
1. A method of manufacturing a spindle for a reciprocat-
ing saw, the method comprising:
machining a first portion of the spindle; and
forming a throughbore extending through the first portion
via a flow welding process, wherein the flow welding
process includes
rotating a rod relative to the spindle; and
inserting the rod into the first portion of the spindle
while rotating the rod, thereby rotational friction
between the rod and the first portion causes material
to be displaced from the spindle in a direction away
from the rod to form the throughbore and a collar
adjacent the throughbore.
2. The method of claim 1, further comprising machining
a slot on the first portion of the spindle.
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3. The method of claim 2, wherein the slot is positioned
on a side of the first portion opposite the collar.

4. The method of claim 2, wherein the slot is configured
to receive a portion of a wobble plate shaft of the recipro-
cating saw.

5. The method of claim 1, wherein the collar is configured
to receive a portion of a wobble plate shaft of the recipro-
cating saw.

6. The method of claim 1, wherein the first portion of the
spindle is integrally formed with a remainder of the spindle.

7. The method of claim 1, wherein the collar extends
above an outer surface of the spindle.

8. The method of claim 1, wherein the collar surrounds the
throughbore.

9. A method of manufacturing a spindle for a reciprocat-
ing saw, the method comprising:

machining a first portion of the spindle;

machining a slot on the first portion of the spindle; and

forming a throughbore extending through the first portion

via a flow welding process, wherein the flow welding

process includes

rotating a rod relative to the spindle; and

inserting the rod into the first portion of the spindle
while rotating the rod, thereby rotational friction
between the rod and the first portion causes material
to be displaced from the spindle in a direction away
from the rod to form the throughbore and a collar.

10. The method of claim 9, wherein the slot is positioned
on a side of the first portion opposite the collar.

11. The method of claim 9, wherein the slot is configured
to receive a portion of a wobble plate shaft of the recipro-
cating saw.

12. The method of claim 9, wherein the collar is config-
ured to receive a portion of a wobble plate shaft of the
reciprocating saw.
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13. The method of claim 9, wherein the collar extends
above an outer surface of the spindle.

14. The method of claim 9, wherein the collar surrounds
the throughbore.

15. The method of claim 9, wherein the collar is posi-
tioned adjacent the throughbore.

16. A method of manufacturing a spindle for a recipro-
cating saw, the method comprising:

machining a first portion of the spindle;

machining a slot on the first portion of the spindle; and

forming a throughbore extending through the first portion

via a flow welding process, wherein the flow welding

process includes

rotating a rod relative to the spindle; and

inserting the rod into the first portion of the spindle
while rotating the rod, thereby rotational friction
between the rod and the first portion causes material
to be displaced from the spindle in a direction away
from the rod to form the throughbore and a collar
adjacent the throughbore, wherein the collar extends
from an outer surface of the spindle and surrounds
the throughbore.

17. The method of claim 16, wherein the slot is positioned
on a side of the first portion opposite the collar.

18. The method of claim 16, wherein the slot is configured
to receive a portion of a wobble plate shaft of the recipro-
cating saw.

19. The method of claim 16, wherein the collar is con-
figured to receive a portion of a wobble plate shaft of the
reciprocating saw.

20. The method of claim 16, wherein the first portion of
the spindle is integrally formed with the remainder of the
spindle.



