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To all whom it MY CORCEriL:

Ie it known that I, WILLIAM A. PEARSON,
a citizen of the United States, residing at
Schenectady, in the county of Schenectady
and State of New York, have invented cer-

ods of Making Car-Wheels, of which the fol-
lowing is a. specification. - -

My invention relates to improvements in
the manufacture of car wheels and wheel cen-
ters, and it consists in a new method of manu-

facturing such articles from wrought metal,

8such as iron or steel.
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fill the vacancies and arranging the extra
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subsequent forging operation

In carrying out my improved process in one
form I use piles or billets built up of several
layers of muck bars one above the other, with
the bars of each layer running across those
of theadjacent layers, and preferably at right
angles thereto. Rach pile contains sufficient
material to make one half of the desired wheel
or center. I then heat the compound billet
thus formed, and by the use of dies produce

& rough blank for a half-wheel, préferably |

having a groove in one side corresponding
roughly to the web of the wheel. - Two of
these blanks are afterward placed back to
back, preferably separated Ly two or more
extra bars and reheated, after which the com-
plete wheel or center is formed in finishing
dies, such for instance, as those described in
The half wheel blanks are often
imperfect from lack of sufficient metal to fill
out the edgestothe requiredsize. When this
18 the case, the defect is remedied by placing
between the half-blanks sufficient metal to

pieces at the proper points, so that in the
they will be in
position to fill the gaps. |

In another form of my invention, I make

up the billet by piling irregular pieces of
serap and muck bar in such a manner that
~when forged the resulting blank or wheel

will haveits fibers interwoven and thorou ohly

knitted together. A wheel thus formed is

practically indestructible. If there are any
flaws due to imperfect welding, they cannot

spread 80 as to endanger the wheel, and its
‘internal physical structure prevents rupture
or crystallization under thesevereand varied

~ shocks and strains to which car wheels are

- ordinarily subjected. Theseinterwoven and

1shing dies for completing a wheel.

matted billets 'nia,y be forged in a single se-

ries of aperations into complete wheels, but

I prefer to make them into half-blanks and

reheat and unite said blanksin pairsas above

deseribed.
I rather prefer to form the half-blanksscant
and to fill out by means of extra pieces inter-

| posed as above described, for the reason that
I am thus enabled to distribute the metal

properly tor the final forging. By other meth-

~ods of forging wheels, if there is a deficiency

of metal at one point of the billet, and an ex-
cess at another, it requires a great deal of
force to press the metal from one part of the

blank to the other, and a consequent con-

sumption of power-and strain upon the ma-
chinery. "By my improvement above de-
scribed the -metal to make up any deficiency

is placed at the proper points and in proper

quantity so that when the dies are brought
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together they have only to shape the wheel

and are not required to force metal from one
part of the blank to another.

My improved process will be more fully de-
seribed in connection with the acecompanying
drawings, in which— _ | _

Figure 1 is a perspective view of a pile of
scrap or muck bars for a half-wheel blank.
Fig. 2 is a perspective view of a pile formed
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of irregular serap. Fig. 3 is a section of fin-

Fig. 4 is
a sectional view of dies for forming the half-
wheel blanks. Fig. 5 is a view of a finished
half-blank. Fig. 6 is a side view of two half
blanks in position for reheating, and Fig. 7
is a perspective view of a finished wheel.

Referring to Fig. 1, D represents a pile of

bars composed of layers a a, &c., the bars of

adjacent layers being arranged to cross each

Qo

other, and the total amount of metal being

sufficlent to form a half wheel-center or wheel.
Fig. 2 shows-a pile of the same size, but
formed of irregular serap or serap and bars
mixed. |

I prefer a billet built up as illustrated in
Fig. 2, for the reason that the fiber in the re-
sulting wheel is more intimately interwoven
and matted than where the bars are simply
laid in layers, and such a wheel is better

adapted to withstand the strains and shocks

to which car wheels are usually subjected
without being weakened or crystallized.
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.. The piles of scrap and barabove deseribed, | sulting wheel will consist of a solid mass. of 0
... when suitably heated, are placed in a die E | flattened layers of metal, the orain of each
EEDESERE S S RE R R ftnd formed into half wheel blanks F by a | layer crossing 'the'frr-a.m-m ﬁber of the adja-
oo forging hammer G, The half wheel blanks | cent layers. A Wheel thus formed cannot 35 '
o 5 are 1011“']115’ shaped to conform to their re-| split in any direction,and any flaws fromim- . - .
T :SQect_lve portions of the finished wheel. . Thus, | perfect weld will not spwad asacrack which. - -
.. for aplain wheel I form an annular groovein | tends to spread would be stopped by the fiber = =~ .
o each blank F otoassist in Afinally developmw;:z of adjaeent portions of the wheel running
. theweb of the wheel. =Tlnqmaybedoneby;F=tmnsvexsel to its direction. - - - ... 40
T :I_O placing a'ring H upon the blank daring the{ . What I elaim, and desire to'&eeme:by :Let-f SR
oo o process of fm'frmﬂ'% If the finished Wheells tm*sPa.tent' is—
oo o o tohave a eouugated web I form the half- | The method of making car Wheel% a,nd-ca,r ---------
vt oo blanks a*ccmdmrrly with rough or partial cor-;: Wheel centers which ccmﬂnsm in forming bil- - -
oo s ragations. I onext take these blanks F T’ ( lets .of serap or bars, the pieces bem ar- 45
SRR 1:5 | and arrange them-in pairs, back to: back, and | ranged so  that: their fiber is mtelweven or ot
oo separated by two or more bars or pieces of | matted heating said billets to a welding tem- .~ -+
S D ~.scrap 1. Thepairsof half-blanks are weighed /| pemture, forging said billets into half _Wheelj S
. andany deficiencies of weight or 111@{“1*1113,11- | blanks, placmw said blanks back to baelk'in .
o ties in form are filled out by adding suitable | pairs, with pieces of metal interposed to per- so = =
o zo amounts of serap or barat the proper points, ¢ mit of - proper. heating and compensate for =
oo preferably. between the half  blanks. ' The | ueﬁmencles in the bla,nlm, and then reheat-: =
oo o opair of half blanks, as shown in. Fig. 6, is | ing said pairs of blanksand forgingtheminto =~
o then placed in a furnace and 'bmur'rht up to | finished wheels: or wheel eente_ls ln_sm_t%ble- T
o0 bleeding ‘heat, a Slerhtbleedmﬂ'ls allowed be- | dies, substantially as deseribed. .. 58 0
25 tween the two inside sulfaees- and they are | In testimonywhereof Ia,fﬁx my %lf"fﬂfttlllelll -----------
N ‘then turned over on the ouherfaceandthe prtesenm of twowitnesses, ..« o
oo oo flux is allowed to flow inthe opposite direc- 1 0 D GRTTTTANM A PR ADAOAN L
tmn, and when they me'thenps,%bmltted to f‘VILLIAMAPEARSON ;
S the pressure of the dies the half-blanks be-| .~ Witnesses: . - -« oo
3000111@ thoroughly united, making the whole .M';';';ALBERTL HERRICR,
. wheel an interlaced 'm'at Of ﬁbBIS The re-t K, ATTENPOHL.. 0 0 00
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