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To all whom it may concern:

Be it known that I, ANDREW MORRISON, of
Pittsburg, in the county of Allegheny and
State of Pennsylvania, have invented a new
and useful Improvement in Rolling Tie-
Plates, of which the followingis a full, clear,
and exact description, reference being had to
the accompanying drawings, formmﬂ* pa,rt of
this specification, in whleh-——

Figures 1 to 8,1inclusive, are dlagmmmatw
views showing the shapes of the successive
passes throun*h which the metal is moved in
the rolling of the tie-plate blank, and Figs.
9 and 10 are front elevations of the rolls Wth]l

5 T have preferably employed.

My invention relates to the making of tie-
plates by rollingalong bar of the proper cross-
section from which the tie-plates are cut; and
it consists in an improved set of passes, where-
by long flanges or claws may be rolled along
one faee of the plate and set in a short d1s-
tance from its side edges. IHeretoforein the
rolling of these bars it has been found im-
possible to produce ribs or claws greater than
s five-eighths of an inch in depth, while by my

1mpr0ved system these flangés may be rolled

of almost any desired depth

In the dramnﬂ's, Fig. 1 shows the first pass,
wherein the plate 2 is formed with bumps or
o ribs 3 3 and with outwardly-extending flanges
or lips 44, In the second and third passes
(shown in Figs. 2 and 3)the plate is elongated
and made thmnel both in the body and the
~ lips. Inthe fourth pass (shown in Ifig, 4) the
5 lips are bent more nearly to a rwht angled
position with the body, while in the 1fth pass
(shown in Fig. 5) they are brought to this
right-angled poswlon The body of the plate
havmn' been brought to about the proper
' thlckness in the 1fth pass,with the flanges or
claws extending from its side edges at right
angles, 1 then proeeed to increase the width
of the plate, foreing the metal in the bumps
outwardly and upwardly by lateral pressure
thereon, so as to widen the plate and at the
same time prevent the shortening of the
flanges. This aection is begun in the sixth
pass, (shown in Fig. 6,) eauled on in the
seventh pass, wherem the base portions of
the flanges are brought into parallelism, and
completed in the eln'hth pass, (shown in Fig.

8,) wherein the bumps are entirely removed |

' by forcing them into the ' body of the plate

and into the flanges. I am thus enabled to
produce a tie-plate bar having the cross-sec-
tion shown in Kig. 8, with flanges of any de-

Tt will be noted that the metal for widen-
ing the plate is obtained from the bumps and
that such metal 1§ forced outwardly by lat-
eral pressure. A vertical or flattening pres-
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‘sirable depth and set mwardly from the side
edges of the plate.
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sure may be brought upon the bumps snnub-

taneously with the lateral pressure, if de-
sired; but this lateral pressure is essential
for obtammﬂ‘ the widening of the plate ac-
cording to my invention.
In Flﬂ*s 9 and 10 I show one method of ar-
ranging “the collars of the rolls to give the de-
sired passes, these passes being shown at a,
bcde,f,J,ande -

The advantages of the invention will be ap-
parent to thoae skilled in the art, since by it
flanges of any desirable width or depth may bhe

70

formed whereas these flanges were formerly %5

restricted to a depth of about five-eighths of

an 1nch or less on account of the inability to

form longer flanges during the rolling. The
size and contourof the passes, especially that
of the first four or five passes, may be varied
without depal ting from my invention, since I

So

consider myself the first to roll the tle-plate -

bar of narrower width than the final bar,
with flanges projecting from its side edﬂ'es
and opposﬂse bumps or ribs, and then mden
the plate by forcing the metal of the bumps
outwardly by lateral pressure into the body

and flanges,so as to preventsubstantial %hort-

ening of the flanges and to extend the plates
mdemse beyond the flanges.

I elaim— |

1. In the rolling of tie-plate bars, rolls hav:
ing preliminary passes arranged to form a
plate with projecting flanges, and bumps op-

posite the said flanges, and sueceedmg passes.

arranged to press ldtemlly agalnst the bumps
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and f01 ce them outwardly beyond said flanges

towiden the plate; substantially as deqcmbed

2. In the rolling of tie-plate bars, rolls hav-
ing preliminary passes arranged to form lat-
erally-projecting flanges upon the plate, and
bumps opposite to smd flanges, intermedi-
ate passes arranged to force the flanges into
a substantially 11n*ht-anﬂ*led poqltlon at the
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side edges of the plate, and final passes ar- |

ranged to press laterally against the bumps
and force them outwardly beyondsaid flanges
to widen the plate; substantially as described.
3. In therolling of tie-plate bars, rolls hav-
ing a set of eight passes, the first four passes
being arranged to reduce the thickness of the
plate and form angular flanges at its edges,
and oppositely-located bumps, a fifth pass ar-
ranged to straighten the flanges into a right-
angled position, and the threefinal passes be-
ing arranged to force the metal of the bumps
into the body of the plate so as to widen 1t
beyond the flanges and prevent substantially
shortening of the flanges, substantially as de-
scribed. .

2 _ 616,708

4. The method of rolling tie-plate bars conu-
sisting in gradually thinning the plate-body
and forminglaterally-projecting flanges along
the side edges, with bumps located opposite
thereto, forcing said flanges into a right-an-
oled position at the edge of the plate and
pressing laterally against the bumps so as to
force them outwardly and widen the plates be-
yond the flanges; substantially as described.

In testimony whereof I have hereunto set
my hand. | | | |

ANDREW MORRISON.

Witnesses: --
C. E. MACKOWN,
G. I. HOLDSHIP.
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