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Lo all whom it may concern:

Be 1t known that we, WiLLIAM EvNON and
WILLIAM SEAMAN, both citizens of the United
States, and residents of Wilmington, New
Castle county, Delaware, have mvented Cer-
tain Improvements in the Manufacture of
Creased Bars for Horseshoe-Blanks, of which
the following is a specification.

The ob,]ect of our invention is to effect
economy in the manufacture of creased bars
for horseshoe-blanks, and this object we at-
tain in the manner hereinafter set forth, ref-

rrs

erence being had to the acecompanying dras-

ings, in which—

I‘w ures 1,2, 3,4, and o represent the various
Stﬂf_’*eb in the manufacture of a creased bar
for horseshoe-blanks in accordance with our

invention.

In the ordinary process of making creased
bars for horseshoe-blanks the creasing-rolls
form part of the reducing or bmuformmw
train, and after the bar lms been passed
through the last of the plain passes it is then
ted mto the creasing-pass, so as to be deliv-
cred as a series of horseshoe-blanks or in con-
difion for separation into horseshoe-blanks.
There are scveral objections to this method
of operation. In the first place,the creasing-
rolls must be run at a comparatively slow
speed in order to prevent injury to the creas-
ing lugs or teeth, thus necessitating a like

| Slow speed for the 1‘ed ueing-rolls, whmh other-

wise might be run at a mueh hluher' speed.
The lenfrth of bar which can be run through
the creasing-rolls at one cperation is, more-
over, hmlted for if the bar is of a frroa,ter
lenﬂth than from thirty-five to forty feot the
rear end of the bar in most cases becomes so
cooled before it reaches the rolls as to cause
1injur y to the creasers, thus disabling the
creasing-rolls, and consequentb 1endelmﬂ the
whole train inoperative until the defect can
be remedied. The pile or billet from which
the bar is to be produced must also be light,

so that the rolled bar will not exceed 1110
In earrying outour inven-
tion, however we 1n the first instance pre-

available len ath.

pare a large bil] et—such, forinstance, as rep-
resentedin KFig.1—this blllet contamm o metal
enough to produce a horseshoe-bar of say,
from seventy to eighty feet in length. 'The
billet is
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I the form of a crude bar—such, for instance,

as represented in Fig. 2—and ﬂ]l& crude bar
1S then subjected to the action of the finish-
ing-rolls, whereby it is reduced to the desired
cr{)ss-sectional area for the horseshoe-bar, as
shown, for instance, in Fig. 3. Supposing that
this bar is seventy feet long, it is then cut in
half, so as to form two bars each thirty-five

feet in length, as represented in Fig. 4, and .
ecach of these bars is then passed through a

pair of creasing-rolls,so as to have the proper
creases or indentations formed thereln, as
shown 1n Ifig. 5. By this means for a given
output of shoes the number of billets to be
prepared and heated and the numberof bars
to be rolled by the roughing and finishing

-rolls 1s reduced one-half as compared with

the ordinary practice, and the finishing-rolls
are permitted to run at full speed while yet
maintaining the desired slow speed of the
creasing-rolls, for the finishing-rolls must de-
liver two feeti of bar for each foot fed into

each pair of creasing-rolls, and the length of

bar fed into each pailr of creasing-rolls is
never of such length as to risk the breaking
of said rolls by the cooling of the rear end of
the bar before it reaches the same. = YWiththe
same finishing-roll train, therefore, we are en-
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abled to double the capacity of the mill by

simply providing creasing-rolls and horse-
shoe-making machines in gquantity sufficient
to utilize the product of said reducing-rolls
when the latter are run to their full capacity,
and this additional product is obtained with
but a comparatively slight increasein the cost
of the plant, the cost of thecreasing-rolls and
horseshoe-machines being slight as compared
with the cost of the reducing-train., An in-

Q0

cidental advantage of the invention, more-

over, is that horseshoes of different sizes can
be made from the same bar by simply using
creasing-rolls of one size for acting upon one
half of the severed bar and of another size
for acting upon the other half of the same.

It will of course be understood that all of
the operations before described are performed
without any reheating of the bar.

Having thusdescribed ourinvention, there-
fore, we claim and desire fo secure by Letters
Patent—

T'he mode herein

described of nmkuw

st 1'edueed in the 1*011{1111110 -rolls fo | creased bars for horseshoe -blanks, said. mode
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consisting in first rolling a plain finished bar | names to this specification in the presence of
of double the length of the required ercased | two subseribing witnesses. |
bar, then severing said plain bar and creas- ' | NS

bar, severing sald platn bat @"11 creas WM. EFYNON.
ing the sections of the same independently ~ WM, SEAMAN
but simultaneously, the whole series of opera- e .

tions being performed without reheating, sub- Witnesses:
stantially as specified. WM. D. CONNER,
In testimony whereof we have signed our HHARRY SMITH.
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