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7o all w?wm Lt 77mz'/ concermn: a
Be it known that I, JosEpE R. J AOKSON a

resident of Plttsbmg, in the county of Alle—:
cheny and State of Pennsylvania, have in-
vented a4 new and useful Impmvement in the

Manufacture of Sheet Metal; and Ido hereby

(eclare the followmcr to be a full, elem d]]d

exact deseription theleof
My invention relates to the manufcwtmeof

sheet metal, being specially applicable to the

making of sheet ron or steel, its object being

. to pr OV1de a means for for mmg‘ sheet meta,l

rapidly and at a

20

ow cost.-
Heretofore in the manufaetuleof sheet 1ron

or steel the following have been the ordinary
- steps practiced: From a suitable pile or bloom-

a flat bar has been rolled .out, the bar being

oenerally from three-eighths Of an inch to an

11:1011 thick, and this bal was then cut into
lengths Couespondmﬂ substantially to the

width of the finished sheet to be produced.

The short bars were then reheated in a suit-

able furnace and were fed either singly orin
pairs crosswise to suitable plating-rolls and
reduced by such rolls to plates or thick sheets

- having a length of about two to three feet.
~ . dever ::ﬂ of these plates were then piled to form |
a pack and the pack so'f ormed was reheated

. In a suitable furnace and fed to plating-rolls

0
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and the pack of plates rolled out into sheets
of the desired gages. The pack was then

trimmed on the sldes and ends, so producing

the finished sheet metal of the gage desued
By this method it is seen that seveml reheat-
ings of the metal arerequired, this reheating
being expensive, as it requires skilled and

highly-paid labor, and that the cost of manip-

ulation is large, while the output obtained in
any ordinary plant is but small. |

the cost of manufacture and to largely in-
crease the output from an ordinary plant, as
will be seen from the description thereot
hereinafter given.

My invention consists, generally stcued in
forming sheet metal by first rolling a slab
bloom, or pile to a suitable sheef “of thlck

gage and of sufficient length to produce sev-

_' el al finished sheets, then i01 ming a package
of several sheets obtmned from such long
sheet, reheating the package, and reducing the
| 'Sheets therein to the pmper gage.

By my invention I am enabled to reduce

gage—fLor example, a

-—

It a_lso consists in f_OlCTing the long she-et_sﬂ_._ |

obtained into a package formed of several:

folds of the same sheet, reheating this pack-

age, and rolling it out to the proper gage and

tmmmmﬁ the packaﬂe to produca the finished

sheet, as Well as in other 1mprovementb, as

helelnafter described.
To enable others skilled in the art to p1ac-

Fig. 2 is a like view of a set “of platmo-mlls
suitable for practicing my invention. Fig. 3

is a perspective view of the slab from whmh

the sheet metal is to be formed. Fig. 4shows

the sheet of thick gage reduced from this

slab. Fln 5 shows the sheet folded into a

6o
tice my invention, I will describe the same
more fully, refeumn to tlle clecompmlymfr'
drawings, in whleh-—- | |
I‘wum 1 is a face view of UIOOVE‘ 10115, and
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package 1e&dy for rolling 1nto sheets; and
Kig. 6 shows the finished packaﬂe rolled out:

-_1&&(11} for trimming, the lines on which it is

trimmed being mdlc&ted by dotted hnes on

‘the sheef.

Like letters of refer eneo 1nd1cate 11Le pmts
in each.
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In practicing my invention I take a plle o

slab, or bloom of iron or soft steel, as may be

‘de&ned this slab being of pmctleally the

width of the desired sheet metal to be formed,
allomuﬂ for the usual shrinkage in rolling

8o

such s]ab being shown in Kig. 3, This Slab |

is then bmuﬂht to the proper heat, and 1is
first 1edueed in tongued groove-rolls such as
shown in Fig. 1, the 1011& shown in said figure
being what are known as “three-high groove-
10118,” and having the passes 1, 2 3 and 4
therein, and the _sl&b 1s rolled through these
passes, if necessary two or more sets of these

rolls being employed, the slab being reduced
and elongated in these groove-rolls unfil

brought to a plate, and then at the same heat

QC

being fed to the plating-rolls shown in Fig. 2,

and the plate being by several passes drawn

out in said rolls to a sheet of rather thick
sheet of about 18-gage.
By such method of rolling, which can be ac-

complished, if desired, in a continuous mill,
instead of thesetsof groove-rolls and phtmn*—-

rolls shown in the dr EIJ“T].HU'S,I am enabled to
obtain at a single heat a sheet of much thin-
‘ner gage than can ordinarily be obtained in

| the ClOSS-*lOHlHO process heretofore practiced

I00
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in reducing the bars to plates or sheets pre-
parative to forming the pack in the ordinary
method of making 'sheet metal. The sheet
obtained will be from thirty to forty feet or
more in length, and while it is still hot this

-sheet 1s folded so as to form a pack having

several thicknesses of sheet therein, asshown
in Kig. 3, this being accomplished either by
hand or, as preferred by me, with suitable
folding appalatus which it is not necessary

. to hele describe.

The folding of the sheet shown in Fig. 4 |

into the -p&ckage shown in Fig. 5 produces a
package of the proper width for the sheet
and of such length that it can be properly re-
heated within a suitable furnace. The sheet

- may, however, be cut by suitable shears into

20

either t

sheets of the proper length and formed into

a pack, instead of folding, as above described.
The package 1s then introduced into the fur-
nace, and when brought to the proper heat
is withdrawn and fed to a set of plating-rolls
two orthree high, as desired, such rolls

" being illustrated in Flﬂ 2,and In said rolls

25'
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is drawn out to the proper lencrth and desired
gage or thickness of sheet.
this can be accomplished at the single heat-

ing of the package, as by my process I ob-

tain the first sheet of thinner gage than ob-
tained 1n the ordinary rolling of the plates

for forming a pack, and I am therefore en-
abled to produce the sheet metal from the

~ slab with but one reheating, though for form-
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ing thin D'age&. a second reheating of the pack-
age may in some cases be required. After

the package has been rolled out to form the
several gages in the several sheets or folds
thereof 1t is trimmed along the ends, as shown

in the dotted lines, Fig. 6 SO producmn‘ the

finished sheet metal., By th1s method of manu-

- facture I am not only enabled to reduce the

cost of manufacture largely by overcoming |-

1

I‘Ol many gages |

of su f
suitab

418,370

the necessity of rolling out separate bars to
form sheets for piling into a pack,but by sav-
ing in the reheating I produce a large saving
1n the cost, and as I am enabled to roll the
sheet for folding or cutting to lengths muech
more rapidly than in the or dmaly method of
manufacture the output of the same plant is
largely increased and the cost of the ﬁmshed
sheets correspondingly reduced.

45

50

What I claim as my invention, and desue to

secure by Letters Patent, is—

1. The herem-descrlbed method of forming .

sheet metal, consisting in rolling a slab, bloom
or pile to a suitable sheet of thmk gage and
of suf
sheets, forming a package of several sheets
obtamed from quc,h long sheet, reheating the

i package, and reducing the sheets therein’ to

the proper gage, substantmlly as and for the

purposes set forth.
2. The method of forming sheet metal here-

1in described, consisting in rolling a slab,

bloom, or plle to a aheet of proper thmkness
and of sufficient length to produce several fin-

1shed sheets, then foldmu* the sheet so ob-
tainedintoa paekaoe conta,mmo several folds,

1cient length to produce several ﬁnished -
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then reheating the package and rolling it to -

produce the proper thickness in the sheet% or

folds thereof, substantially as aud for the pur-

poses set for th.

3. As a step in the manufacture of sheet

rolling a slab at one heat into a sheet
icient lennth to produce several sheets
le for rollmﬂ' together to the finished
gage of sheet metal desir ed, substantially as
.:md for the purposes set forth. |

In testimony whereof I, the said JOSEPH R.

metal,

| J AOKSON have hereunto set my hand.

J OSE,PII R. JACKSON
¥V1tnesses.
JAMES 1. KAY,
ROBT. D. TOTTEN.
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