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To all whom it may conecern:

Be it known that I, JOSEPH LOCKE, a citi-.

- zen of the United States, residing at Pitts-
~ burg, in the county of Allen‘heny, State of
¢ Pennsylvania, have invented or discovered a

certain newan d useful Improvementin Meth-
- ods or Processes for Producing Wire-Glass,
of which the following is a specification.

My invention relates to improvements in
10 methods or processes for producing glass
- plates or sheets havingaweb of wue inserted.

‘and commonly called “Wlle glass.”
My improvement GOIlSIStS blo&dly in
“dumping a mass of molten frlaﬁs upon a cast-
15 ing-table and forming the same into a sheet
or 133 er and during the operation of forming
the same inser tmrrthelem aweb of wire, and
finally forming and welding a second layet
of glass upon the first Ia}er and inserting a
20 metaulhe web or web of wire in a reverse d1—i.
~ rection to that of the first. Heretofore, so
far as T am aware, in the manufacture of
this character of sheets or plates of glass
“great liability to breakage has been un.&vmd-
able, due to the exmeme tension upon the
inserted wire occasioned by the contraction
thereof and of the cooling glass in one por-
tion—1. e., the coolest por tlon or the end first

rolled before the annealing of the sheet.

The object of my 1nvent10n is fo minimize
or entlrely obviate this difficulty; and to this
end my invention consists in producing an
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equable and uniform temperature in the |

completed plate by rolling one of the layers
comprising the same in one direction and the
second layer thereof upon the top of the first
layer in a reverse direction, so that the pro-
oressive formation of the two layers is re-
Versed-—-—z e., the first-formed portion of the
first sheet or layer is relatively the last-
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formed portion of the second layer, and thus

the coolest portions of the first layer are
brought in contact with the hottest portion

~ of the second at the last:stage of forming the

45 completed plate, producing a ceneral aver-
age and uniform temperature thr oughoutthe
campleted plate and preventing haunful lo-
cal contraction in the plate and inserted wire
before annealmw
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I observed that I roll the first layer of the

‘plate in one dnecmon and during the rolling
thereof insert a web of wire. Immedlately -
this is ‘completed a mass of molten metal is
dumped upon the end of the table then occu- 55
pied by the roll and upon the end of the
lower layer last acted upon by the roll and

| the said mass rolled and welded upon the

first layer In a reverse or opposuga direction
eooles‘u portmn of the first layer 1s acted upon
the latest by the hottest portion of the sec-
ond layer, raising the temperature thereof

and pr Odll(f:lllﬂ‘ an equable and uniform tem-
perature thr ouﬂ*houb the completed plate, 63

thus pl_eventnw harmfual local contraction
therein before annealing.

- In the accompanying drawings I show a
form of apparatus adapted to the application

of my 1mp10‘ved method or plOCBS‘S for pro- yeo

ducing wire- glass.

In the smd drame‘s qule 1 1nd16ates a
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show molten ﬂ'laqs in front thereof I‘w; 218 75
a side “el'ev:a;tion of the same, showing the po-
sition of the roll after the completion of the
first layer and near the completion of the sec-
ond layer. Fig.3is a plan view of thesame.
Fig. 4 is a per spectwe view of part of there- So
movable bar, and Fig. 5 is a perspective view
of the guide- 1011@1

Refenmﬂ' to said drawings, A is a table on
which the molten metal « is adapted to be
rolled into layers by the action of the roll C. 83
The said roll is supported on narrow bars or
ways o a, arranged or secured on said table
along both 51des of the same and correspond-

ing in the first instance with required thick-
ness of the first or lower layer.

Upon com- go
pletion of the first layer additional and simi-
lar bars are secured upon the first bars corre-
sponding in thickness with the second layer.

b and b’ are guides arranged, respéctively,
on opposite sides of the roll C for the pur- g3
pose of regulating the width of the layers
forming the sheet or plate. The said guides
are conuected by means of the link ¢, one end
oE W’thh is pwotally and pe,1m&nentlv at-
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upper side of the guide ', the opposite end |

of said link being attachably connected to
the upper end of the link ¢, the lower end of

which is secured to the guide b on both sides
thereof.

/is a guide or feed roll arranged in bear-

ings formed in the lower inner side of the
guide &', the said bearing being formed in a |

slot, so as to permit the said feed-roll to be
lowered and elevated by means of the lever or
handle h, which is secured on the ends of the
spindle of said roll for the purpose of permit-
ting the lower end of the chute II being ele-

- vated and lowered from and toward the mass
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of metal on the casting-table, the said chute
H being pivotally secured near the lower end

thereof in the guide b’ to admit of this, rods
or pins inserted in or through the outer sides
of sald guide b’ being used to support the

chute H at varyingangles, asshownin Fig. 1.

The said chute H consists of a frame or sides

and a bottom, comprising a series of small
rollers 2 ¢, journaled in said sides for the pur-

pose of feeding the wire web beneath the

compressing - roll and into the layer first
rolled.

Having described my invention,

t direction to that of the - |
- In testimony whereof 1 have hereunto sef.
my signature in the presence of two subser 1b-—

what 1

clmm and desire to seeure by Letters Patent,
1s—-—-—

The herein-described *1mp10vement in
method or process for producing plates of
wile-ﬂ'lass, which consists in, first, forming a

mass of glass into a sheet or layer, and in-
Ser tmn' in said sheet a metallic web, and fin-

ally, formmn* a second sheet or layer of glass,
on the first Sheet and inserted metallic web,

in a reverse direction to that of the first

sheet.

2. The herein-deseribed improvement in
method or process for producing plates of
wire-glass, which consists in, first, forming a
mass of nlass into a sheet or layer and simul-
taneously with the forming thereof inserting
therein a metallic web, and inally, fmmmfra
second sheet or layer of glass, on the ﬁrst
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sheet and inserted metallie Wt:b, in a reverse

ing witnesses.
| JOSKEPH LOCKE.
In pr'esence of—
CLARENCE A. WILLIAMS,
JOHN H. RONEY.
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