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To all whom tt maiy concermn:

Be it known that we, JAMES A. SWEARER
and CHARLES E. TOYNBEE, citizens of the
United States of America, and residents of
Parnassus, county of Westmoreland, and
State of Pennsylvania, have invented certain
new and useful Improvements in Methods of

Making Wire-Glass Plates, of which the fol-
lowmfr 1S a specification.

In the accompanying dl&“lnﬂ'S, forming |

part of this specification, Figure 11is a plan
view of a form of apparatus for car rying out
our improved method, showing the position
of the parts and of the narmal] y-formed lower
half of the plate. Fig. 2isa plan view show-
ing the apparatus during the operation of
rollinrr the top half of the plate. Fig. 3 is a

lonmbudmal vertical sectlon through the me--

dlal line of Fig. 2.

Our 1nvent1on, generally stated, relates toa
method of making wire-glass plates wherein
the formation of the lower half of the plate
is entirely completed before the formation of
the other or top half of the plate is com-
menced..

Another feature of the process is that the

under half of the plate when formed in the

manner just described becomes sufficiently
chilled and hardened that it may be used to

5> support the weight necessary for the forma-

tion of the upper half of the plate, rendering
1t unnecessary to employ tracks to support
the rollerduring the second rolling; nordoes
the first roller necessarlly require to be re-
cessed as in the ordinary practice.

In the several figures, A is the ordinary
casting-table; B, the leading roll; C, the fol-
lowing roll; D, aninclined chute,down which
the wire network E is fed; G G', the guides
which determine the width of thesheet, and
F F the tracks npon which the leading roll
moves.

We have deemed 1t unnecessary to 1Ilus-
trate the means for pmpellmo' the rolls,which
may be by hand-wheels or other devices.

In the practice of our invention we fake a
suitable quantity of glass and pour the same
upon the a,stmrr-table A in advance of the

leading roll B, substantrially as seen at H.
The Wire K is then permitted to slide down
the inclined chute D as the leading roll B is

advanced upon the tracks, the said roll hav-
ing been adjusted at a height above the bed
of the table substantially equal to half the
thickness of plate desired, assuming that the
wire-glass is desired to be located in the mid-
dle of the plate. As the leading roll con-
tinues to advance a sheet of glass will ap-
pear at the rear thereof of substantially halt
the thickness of the product desired and hav-
ing the wire network cemented to its upper
faoe

The process thus, far described is old, ex-
cepting that it has never been practiced with-
out some means for locating the wire in the
interior of the glass sheet—that 1s, under the
surface thereof. It has always. heretofore
been considered necessary to pour the second
casting as speedily as possible upon the end
of the lower half of the plate as soon as it
cleared itself from theleading roll, or atleast
as soon as there was pouring-space. Theory
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and practice have been that otherwise the

lower half of the plate of glass would become
so chilled that the upper half of the plate
would not weld to the same. The effort has
always been to make the operation as continu-

ous and rapid as possible and to have the

rolling of the upper half going on under the
second roller while the greater portion of the
lower half was still being formed under the
leading roll. We have discovered that even
in sheets of great length such rapid and con-

tinuous wmk is not necessary and that the

lower half of the plate may be completely
formed and escape entirely from the leading
roll before any work is done at all toward the
formation of the upper half of the plate.

Nevertheless, the two halves will be found to
be welded together perfeetly. Therefore the
formation of the upper half of the plate in
our method is not begun until afier the first
roller has completed 1ts work and the entire
lower half of the plate has been completely
formed. Then, as shown in FKig. 2, a second
casting I’ of glass is dumped upon the table
in sufficient quantity to form the upper half
of the plate, and the second roll being ad-
vanced forms this upper half and at the same
time welds it to the lower half and to the wire
network which had previously been cemented
to the top thereof. By this method of delay-
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ing the formation of the second half of the
plate until the formation of the first half and
the incorporation thereto of the wire network
has been completed the glass of the first half
becomes stiff enough to sustain the weight of
the following roll C without the aid of any

tracks, although of course tracks may be used,
if desired; but they are unnecessary. When

no tracks are used with the second roll, the
first roll does not require to be recessed, as if
canrunon light tracks, which may be made of
a height equal to substantially half the thick-
ness of glass plate desired. |
Various modifications may be made in the
apparatus employed, and we donot limit our-

selves to the specific instrumentalitiesshown; |

but |
We claim—

1. The method of making wire-glass plates, |

which eonsists in rolling the lower half of the
plate simnltaneously with the cementing to
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| the top thereof of the wire network, and after

the formation of said lower balf has been en-
tirely completed rolling the top half of the
plate upon said completed lower half.

2. The method of making wire-glass plates,

 which consists in rolling the lower half of the
plate simultaneously with the cementing to
| the top thereof of the wire network, and, af-
| ter the lower half has been entirely completed

rolling the molten glass to form the top half
of the plate npon said completed lower halt

t which supports in its stiffened condition the

pressure of the second rolling.
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Signed by us at Parnassus this laj;t!h-day of 35

March, A. D. 1899. . ,
JAMES A. SWEARER.
CHARLES E. TOYNBEE.

Witnesses:
F. J. GLASS,
"W. C. WATKINS.
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