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To all whom it may concern:

Be 1t-known that I, FRED H. DANIELS, a
citizen of the United States, residing at Wor-
cester, 1n the county of Woreester and State of
Massachusetts, have invented certain new and
useful Improvements in the Art of Making
Wire Rods, of which the following, together
with the accompanying drawings, is a speci-
fication sufficiently full, clear, and exact to
enable persons skilled in the art to which this
invention appertains tomakeand usethe same.

‘The objectof my inventionistoproduce wire
rods with greater rapidity and economy than
by the present employed processes,and toavoid
the larger percentage of waste caused in con-
tinuous rolling-mills, by reason of finned or en-

~larged portions of rod which are unsuitable for
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drawing, and which oceur at the ends of rods
which are reduced or formed by ‘‘continunous’’
roiling in the ordinary way.

My invention consists in making the rods
from verylarge orheavyhillets,weighing about
five or six times (mnore or less) as much as the
ordinary billets weight, andthen, after the rod
18 reduced, cutting the finished or partially-fin-

ished rod into anunmber of sections of conven-

1ent weight for handling and separately reeling
sald sections into coils, the intermediate cut-
ting operation being performed automatically
or otherwise while the rod is in heated condi-
tion or as it issues from the reducing-rolls.

In carrying out my invention I employ ap-
paratus of suitable size and capacity for heat-
ing and working the large billets. The heat-
ing-furnace may be of ordinary or any suita-
ble counstruction, and for reducing the rod a
train of rolls mounted for operationin contin-
uous order, substantially as in the ordinary
continuous rolling-mill,with the leading rolls
adapted for doing heavier work, and a longer
train for the reduction; or, if preferred, a pri-
mary train and two secondary trains, such as
shown 1n my Letters Patent No. 292,794, can
be used. Ileeling mechanism of any sunitable
kind,automatic or otherwise,may be employed,
two or more separate reels being required for
suceessiul operation. |

In the drawings I have shown diagrams and
devices 1llustrative of the nature of mechan-
ism suitable for carrying out my method of
producing wire rods.

part of a rod-rolling mill, the cutter mechan-
1sm, and reels. Ifig. 2 shows a form of cutter
that may be used by hand or foot. Fig. 3isa
rotary cutter for operation by power.

I do not desireto confine my process of mak-
ing wire rods to any particular detail of me-
chanical devices, as variously-arranged mech-
anism may be used to accomplish the various
manipulations without changein the eszential
feature of my improved method of treatment.
- Referring to the drawings, A denotes the

train of reducing-rolls, B indicates shears or:
cutters for severing the rod, and C C’ denote

reels. The details of mountings, gearing, and
means of drivingthe rollsis not shown herein,
asany person conversantwith rolling-mills will
readily understand the same without illustra-
tion. |

In my improved method of making wire
rods, I take a billet or bar of metal weighing
some 81X hundred pounds, more orless. This
billet 1s properly heated and thenrunthrough
the continuous rolling-mill A to reduce it to a
finished or small-sized wire rod of, say, No. 6
gage, more orless. The ordinary weight con-

~venient for handling,which is about one hun-

dred poundsor less, makesa rod somesix han-
dred feet 1n length. It will thus be seen that
a six-hundred-pound billet would make a rod
of somethirty-six thousand feet inlength. The
end of this rod, as it issues from the rollg, is
taken through theshear to thereel C, and it is
wound thercon until the coil contained onthe
reel has reached the desired size of| say, one
hundred pounds.
the shears B, and the severed end is taken
to the other reel, , and a second section of,
say, one hundred pounds, is coiled onto said
second reel,C’, and the rod againsevered. In
the meantinue, the coil having been removed
from the first reel, C, the severed end is entered
on sald first reel and a third coil of similar size
colled thereon, and so on in like manner the
rod 1s cut into sections and the sections sepa-
rately reeled until theend of the rod isreached.

As illustrative of mechanism whereby the
severing oi the rod can be effected in the man-
ner set forth, I have herein shown a lever-
shear, B, (see Figs. 1 and 2,) which shear is
placed at the entrance-passage to the reel, one
jaw being fixed to the guard-frame, while the

Figure 1 shows a plan diagram of the latter | other jaw is provided with an arm to which a

The rod 1sthen severed by
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treadle B3, is connected whereby the Jaws can
be closed by the attendant placing his foot up-
onand depressing said treadle. Another means

for severing the 10(1 18 by a rotary cutting ap-

paratus, as indicated at B in Figs.1 and 3.

This rotary-shear mechanism may be located

- near the foot of the rolling train, and be con-

nected with the driving mechanism of said

 rolling train by suitable gearing, as L., and be
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provided with a stop-clutch, as at m, whereby
the shear can be thrown into and out of action,
asdesired. Anyothersuitably-arranged mech-
anism may be employed, if preferred, for sev-

ering the rod, as I do not confine my invention

to a par tlcular construction of mechanieal de-
vices.

The advantaﬂ‘es ﬂamed by this method of
working rods 18 that there are no finned or en-
larged ends except on the first and last sec-
tions,averaging, say, six feet each or twelve feet
waste, as ag a,inst seventy-two feet waste by the
ordinary process; also, a material advantage

- 1n therunning and wear of the mill,as the rolls
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and guides work easier and smoothel on a

cﬂontmual line of metal than they do when

jumping from butts to headsof rods;. and,also," |
| there is less liability of the rods ‘‘cobbling’’

or choking inthe passesof therollsand guides.

1. The improvement in the art of making
wire rods by continuous operation,which con-
sists in rolling an extended rod from a large

-or heavy bllleb ‘cutting the produced rod into
. sections, and 1ee11n0' into coils of convenient
weight for handling , Substantially as set for th.

2, The 1mplovement in the art of making

wire rods, which consists in rolling down a

very larn'e or heavy billet to form a long rod,
automatwally severing said rod into sectlons

rately reeling said sections to form coils, sub-
stantially as hel einbefore set forth.

- Witness my hand this Sth day of J anuary,
A. D. 1886.

FRED H. DANIELS. |

Witnesses:
CHAS. H. BURLEIGH,

S. R. BARTON.

of convenient weight for handling, and sepa-

‘What I claim as of my invention, and de- o

| sire to secure by Letters. Patent, is— 39
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