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To a:ll whom it mayy concern :

nhi

‘Be it known that I, WILLIATL HEWITT of

-..Trenton New Tersey have invented a new |

and ueeiul Method of Longitudinally Slitting
Old Rails; and rolls by which said method

-, ;._ . Speemeetlon

- The object of rn5 mventlon 1s to prm ide a

 method of slitting old rails without pt oducing

10

any fin or burr at the pemt or pemts Where

©. therail is severed.

Heretofore it has been usml to eht rails by

S e .i'..means of rolls having V-shaped or knife- edged

o " collars, the objection to which method has
j;fﬁQ;f-jiS_

o wear Very rapidly and soon beconte dull or.
e I’rounded ‘with the reeult that when a rail is
o ~'slit in: snech manner

been that the cutting-edges of such collars

along the severed. edges of the slitted rail, as

. oo

the roll is 11013 eherp enough to eut the rml |
| -whieh the above method is carried out.

cleanlb" -

Anothel methed of ehttmg reﬂ.s has been

3;".?'2':::2"2-*-*“1:0 employ a roll having collars with flat faces,

o in connection with a eecond roll having re-
¢esses or grooves opposite to the pI‘Q]EthHﬂ‘-_

23
- collars upon the first-named roll, ‘whereby, at

one pass, the rail has been severed longitudi-
oo Unally by 10111110‘ or punching the stem bodily

iffffifffoutofthereﬂ

N - severed rail upon the side towa,rd whleh the
o stem 1s punched out.

s .
.~ heated to a welding-heat, and then passed |
. through rolls to weld the Ime sohdly wn;h'- '
. the body of the metal.

e 2400
.t to a welding-point thhout destroying
- . character of the same, and, further, for the
. reason that steel does not perfeet]y Weld ‘upon
:j; L;j»'HﬁltSle I N
L 45
e _:j-’tloned or: kmdred methode of severing steel
[ -.“-_'_._;;;rallq to first allow the

. The objection to the above mentloned or
S other methods in which fins are produced is |-
that the slitted rails must subsequently be re-.

It is obvious that these methods &re not a,p

plicable to steel rails, as steel cannot be heated
the

Itis iieeess:a,ry therefore 1in the ebm e-men-

parts of-the severed rail

ﬁ"to cool then chip off the fins, and then re-

heet the parts before they can be rol]ed into

a thin film or fin is left

‘which are flat.

By this method, however, fins
or buirs are also formed upon the: edges of the

stem of the rail.
| beveled, as at A’ and A2 o
~formed ‘as to register against and bend the =~

flange of the rail. The feceA-‘*l egistersagainst
the undex surface of the head of thé r:zml

-bers or rods---a method beth ldeOI'I()llS zmd ez
'nenswe |

PaTeEnT OFrFicE.,

50.:

My improvement consists in eevermg ra,lls-_

by rolling longitudinal orooves of a depth less =~ |

than the thickness of the stemr and greater

| than half the thickness of said etem along
1 one side of the stem of the rail, one or more -
being rolled, according to the number of parts
1nto which the rail is to be divided, by means
~of punching-collars upon the 1011, and then
by Sllbjectlﬂg them to a second pass through 6o
theé rolls, in which second pass a collar or col-
lars similar to the collar or collars which in the
tirst-named pass formed the groove or grooves
punches out the portion of the stem opposite
the groove formed in the first pass, said col-

lars in the second pass operating upon the =

55

other side of the stem of the rail from that in - |

whlch the groove was formed in the first pass.

My invention also consists in the rolls by
In the drawings, Figure 1 isa front elevatmn- R

of my rolls, the punehuw -faces of the collar of-

(,I]]pl(}} ed upon said rolls. Fig.4 is a perspec-

In the stem in paes 1 of therolls; and Fig. 5, a

parts. -
Referring to the drawmge, the tollowmg

- The rolls represented are three high, and,

as illustrated, are provided with six ﬂ‘roovee R

is
‘a description of a form of rolls which conven-
1ent1y effectunates my method of slitting rails:

Figs.2and 3are frontelevations . -
of otherformsof punching-collars whichmaybe

75

tive view of a rail, showing the groove formed- SR

‘perspective view of a rail ehowmg the manner
in which the severing of the same 1S cempleted -
in pass 2 of the rolls.

. In the dlewm 2s eumla,r letters denote hke

or passes, 1, 2, 3, 4,5, and 6. PdSSllS formed .

‘upon the upper most roll in the following man- =~
90

ner: A represents a flat-faced collar of such

| form as to register with the upper side of the
The sides of this collar are
The face A’ is so

A3

95 o

is a groove the top of which registers against.

the edﬂ‘e ot the ﬂenge of' the rall The elde A‘*. R "

S0 o
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to the collar A upon the upper roll, with the

2

of this groove registers against the bottom of |
the flange. A% is a groove the top of which
registers against the side of the head of the
rail, while the side ASof said groove registers |
against the top of the head of the rail.

B2, B* B4, B? and B® upon the middle roll
are similar to the parts A% A3, A* A°and A°
upon the upper roll. |

The collar B upon the middle roll is similar

exception that said collar B is provided with
an auxiliary punching-collar, b, having a flat |
face and being of a height greater than one-
half the thickness of the web of the rail.

The lowermost roll is of the same form as |

the uppermost, and pass 2is of the same form
as pass 1 inverted. o

Passes 3, 4, 5, and 6 are shown simply as
forms adapted to sever a rail of the old Eng-
lish pattern, and possess the same mode of op-
eration as passes 1 ana 2.

In operation, when a rail is passed through
pass 1 a narrow groove, D, Fig. 4, is rolled in
one side of the stem of the rail by means of
the punching-collar b upon the middle roll,
Fig. 1. The rail is then returned through pass
2, whereupon the punching-collar b upon the
middle roll is made to operate npon the part
E, Fig. 4, of the stem of the rail opposite to
groove D, whereby a strip, F, IFig. 5, 1s bodily
punched trom the stem of the rail, and the rail
thus divided into two parts, without the forma-

tion of a fin or burr upon the parts. |

224,827

I do not confine myself to the use of a punch-
ing-collar having a flat face, as is shown at b,
Fig. 1, as collars with a slightly-concave or an-
gularly-concave face, as shown in Figs. 2 and
3, would effect the same result. I prefer,how-
ever, to use a punching-collar with a flat face.

Having thuas described my invention, 1 claim
and desire to secure by Letters Patent of the
United States— | .

1. The method of slitting rails which con-
sistsin rolling a groove in one side of the rail,

35

4.0

and then rolling a groove in the other side of 45

the rail, and opposite and extending into the

first-nameéd groove, whereby a portion of metal
of the rail is punched out from between the
divided parts of the rail, as described.

- 2. Three -high rolls of which the middle
one is provided with a narrow straight collar,
b, of a depth greater than one-half the thick-
ness of the web of the rail to be split, and of
which the others have collars opposite the said
collar b, to co-operate with said collar in divid-
ing the rail into two parts, in the manner set
forth. |

In testimony whereot L have hereunto signed
my name this 11th day of November, A. D.
1879. | N

WM. HEWITT.

In presence of—
J. BONSALL TAYLOR,
W. C. STRAWBRIDGE,
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