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- Pittsburg, in the county of Allegheny and

- Rails to Flat Bars; and I do hereby declare the
- following to be
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~metal, which is caused by the manner in
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~difference of impingement will determine the
amount of wire-drawing that will oceur in the
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- of worn-out rails into the form of bars or plates

~of Increased width upon the principle of op-
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the grooves in the rolls to prevent what is

- while being acted upon by the rolls moving
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Yo all whom it may concern: o
_ Be it known that I, EDWIN D. WASSELL, of

State of -Pennsylvania, have invented a new
and useful Improvementin Rolls for Red neing

a full, clear, and exact deserip-
tion thereof. - - |

It is a fact well known to skillful rollers
that great care is required in the forming of

known in the art as “wire-drawing?’’ of the
metal or the overlapping of it in the rolling
process. What is meant among rollers by
“wire-drawing’’ is one portion- of the metal

forward in advance of another portion of the

which the different portions of the grooves in
the rolls impinge upon the metal in passing
through said grooves—that is to say, one por-
tion of the greove impinges strongly upon
the metal in one part and slightly in another
part, or Impinges upon one part or does not
impinge at all on another part—hence the
part impinged upon travels forward in ad-
vance of the part not impinged upon, and the
degree of the wire-drawing ‘will in all cases
be in proportion to the degree of impinge-
ment of one portion of the groove on the
metal over that of another portion, and this

rolling process. What is meant by ““over-
lapping’’ is where two portions of the outer
surface of the rail are caused by the rolls
to fold the one against the other, and the

two oxidized surfaces coming together with- i.

out a fluxing material between them they
will not become united or welded together.
This is termed *“overlapping.’” The resultis
that the plate or finished bar will have seams
of irregular shape and depth, which when
worked will flay or strip off. R -

My invention has for its object the rolling

eration as set forth in Letters Patent of the
United States granted to me February 16,

1886, No. 336,272, my present invention be-

—

scribed in said cited patent. :

My invention consists in the method and
means hereinafter described for reducing the
rall to a bar or plate in such manner that

| ing an improvement upon the invention de-

55

wire -drawing and lapping of the metal is

avoided. o o

To enable others skilled in the art with
which my invention is most nearly connected
to make and use it, I will proceed to describe
its construction and operation.

In theaccompanying drawings, which form
part of my specification, Figure 1 is a front
elevation of a set of three-high rolls. Figs.
2, 3, 4, b, 6, 7, 8 represent templets or trans-
verse sections of the rail after the several
passes through the rolls. - =~ -

In my former Letters Patent hereinbefore

6o

cited I state that ‘‘the distinective feature in -

my improvement consists in the peculiar form
given to the rail after passing through the dif-
ferent grooves in the rolls and the means em-
ployed for imparting width tc the bar through
the medium of the projections Fand G on one
of the rolls,and corresponding grooves, H 1,
in the-other roll, the increased width of the
bar being proportioned to the size of said
projections and grooves;’ and I further state
in said patent that ‘‘the desired increase of
the width of the bar will be dependent upon
the width of the grooves .. .. and the size of the
projections and corresponding grooves in the
rolls.’” -

The peculiarity of the rolls represented in
Fig. 1 consists in the peculiar contour of the
grooves, projections, and flanges of said rolls.
The flanges are marked A, the grooves B, and
the projections C throughout the whole series
of flanges, grooves, and projections.

The contour or outline of the grooves, pro-

- Jections, and Inner face of the flanges is

clearly indicated in the templets shown in

Figs. 2 to 7, inclusive, and therefore need not

be further desecribed, as the skillful roll-turner

~will readily understand how to construet or

turn the rolls by referring to said templets.
By reference to the passes shown in Fig. 1
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and the templets in Figs. 2 to 7 it will be

readily observed that all of the passes except

D are arranged at an angleto the pitch-line or

ICO
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| rail into that indicated in Fig. 2,when: viewed
in eross section. The. Second p'lSS is between =
| the upper and middle roll, as at I, and gwes_ o

~ horizontal plane of the rolls, which is an es-
Sentml featme in the constl uctlon {}f my 10118,

------------------ -i 1'111 18 drawn out or spread htelallv m ‘mplane the form shown in TFig. 3. - The thnd pass is 40
5 w1th the webinthe actof rolling, thus widen- | betsween- the lower and middle roll, as at I,
ing the bar by distending the 111etf11 in the | and gives the form shown in Tig. 4. ’I‘he_i RUBEREEE

| fourth pass is between the upper and mid- -
dle roll, as at G, and gives the form shown =

" passes from the second to the last fmn'ulm pass. T
By this operation of the rollsa bar is produced' ‘in Fig. 5. The ﬁfbh passisbetween thelower 45
and mlddle roll, as ab H, and gives the form

e :g.__Io without lap or seam orwire dmwnw of the; ¥
met'ﬂ - - | shown in Fig. 6. 'The snth pass 1s between

| ‘Another featme of the GOHStlUthOI] of myr} the upper and- middle roll, as at I, and gives
10115 to which I atbach importance is that the | the form shown in Fig. 7, and the ﬁnfﬂ Pass 18-
~ grooves in the rolls which. receive the short | between the lower and mlddlerell asat J, andg
- 15 flange of the base after it leaves the pass D | gives the form shown 1n: Hig.. 8 Wthh 15
- -_-'ﬂ'mdu‘ﬂly thicken said projection formed by | p

head and base in each: pass: through which it

lain flat bamfgreatly HZICIG%SBd WIdﬂJ thh S i;__-] o

 the flange, thus crowding the metal up- into | width is due to the several series of grooves =  5_; 
and projections in the rolls, as herembef‘me-:; S

R the lonﬂ* ﬂ'mge and the ‘web and preventing | |

- the posmblhty of its turning over to one 51defi-5deser1bed and represented. o
20 and forming alap. |~ Having thus deser 1bed my 1mplm emenr Lt
-------- © In the _1educmw of the worn. out lml 1t is :-;what T claim is— S
| :plaeed in asuitable furnace and heated to a | Thesetofmllshavmg gl senes oqusmae%pm BT
~heat approaching a welding-heat, and then | vided with flanges, grooves, and projections,
60 . -

passed between the lower rmd mlddle roll, as |

o '25-_1ndlmted at1,by which operation the portmn:

. ofthe head of ‘the rail uppermost 1s forced’

. down into that pmtmn of the head undermost |
~aund into the web, and that part of the foot of

~ the rail under most is forced up into that part |

20 of the foot: Uppernmst as ‘indicated at 2; and

~ this operation is continued through the sev- |

~ eral passes marked D, E, T, G, H and I, aud |

- finally passed betw een the pl"u nportion of the |

- roll, as indicated at J. It will be observed |

35 ‘that the first pass ab D is between the lower; o
“and middle roll and changes the form of the |

construeted Substfmtlall y asshown,the grooves

| and projections of the several p%mweg,e?eept; o
the first and the last, bemg disposed atan . . .
antrle to the pitch- lme or horizontal planeot
fthe rolls, whereby the metal of the headand
the base of the rail is distended by each suc- 6:.- SR
;_cesswe operation in said passages.

~In testimony whereof 1 have. hereuum %et
myh'md thl‘s 13th d*‘ty of May, A. D. 1886.
SR T‘ D WA‘SSELL
ertnesseca RN RN R
AL C. J’OIIMLON
- J. J. ARNOLD.
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