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UNITED STATES

THOMAS V. ALLIS, OF BRIDGEPORT CONNEOTICUI‘ 'ASQIGNOR BY MESNE?-_I;’_{
~ ASSIGNMENTS, TO THE INTERNATIONAL TIN PLATE (,ORPORATION A
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NETHOD oF FEEDZING. PACKS.OF THIIN METAL S'TRIPSFROM‘HEATING-FURNACES.P.';'.-

SPECIFICATIOI\T formmg' part of Letters Pa.tent No 693 819, d&ted Februmy 18 1902

'- Appllcatmn filed J'uly 13,1900 Sarml No. 24,052

(Nn model )

To all whom ¢t mar J concern: '

Beit known that I, THOMAS V. ALLIS, a,elt1-
zen of the United States and a 1631den’r of
Bridgeport, in the county of Fairfield and
State of Oonnectlcut have invented certain
new and useful Improvements in the Method

- of Feeding Packs of Thin Metal Strips from
a Heatmﬂ*-Furnace of Whlch the followmﬂ' 1s‘

a speelﬁcamon

My invention is an 1mpr0ved method of |
. feeding a pack of thin metal strips from a
heatmﬂ'—furnace to a rolling-mill; and it con--
sists in attaching to said pack aleadmﬂ* -strip.
and projecting said leading-strip 011ts1de of -
the furnace and between or through the re--
duction-rolls, so that such leadmﬂ'-sbnp may
be utilized either by hand or otherwise for
drawing the heated pack from the furnace
into the bight of the reduction-rolls, where-
upon said reduetwn rolls will complete the

withdrawal of said pack. Heretofore an or-
dinary pusher-rod has been. used to convey

the metal pack along the furnace-floor and
through the rear or delwery end of the fur-.

nace 11:1130 the blﬂ‘ht of the rolls. When the

individual stups or plates are thick enon gh |

to support themselves against the force ex-
~erted by the pusher-rod, this manner of de-

livery is not ob]ectlona,ble ‘but when the |
strips are so long and thin that they will loop |

~up or buckle in the furnace it is impossible
to deliver them through the discharge- -open-

ing by means of a pusher—rod By my im-

proved method the packs of thin strips are

pulled or drawn from the furnace into the
bight of the rolls, making it an 1mp0381b111ty.

for them to become dlstmted | |
To enable others to understand my inven-

tion, reference is had to the accompanymﬂ'-

' dra,wmo's, in which— |
- Figure I represents a long gitudinal view in
- section through the center of a furnace with

a pack of thin metal strips being heated there-

in, showing also a 1ea,d1nﬂ*-st11p, which lead-
; mg-strlp in this case forms a part of such
- pack, projecting outside of the furnace and
between or through and beyond the reduc-
tion - rolls ad]acent to sald furnace, which

projecting end is adapted to be eng aﬂ'ed by

pa—

-arrow ¢ of Hig. 3.

. port.

contact with the leader 102.

S&Id rolls to draw the paek from the furnaee 50. o
Fig. 2 is a construction similar to that shown
at Fig. 1; but in this view the paek is shown
in the blght of the rolls and is being reduced - -
-to the thickness of the lea,dmn'-stup “Kig. 3

is a view similar to that shown at Fig. 1 with &

the addition of feeding-rolls located in close
proximity to the 1eduetmn rolls, which feed- -
ing-rolls are adapted to supelsede the nse of
'the reduction-rollsfordrawingthe packsfrom

the furnace. In this view the upper feed-

‘roll is shown elevated and out of engagement N
with the leader, sectfonal view of the CTOSS -
piece or beam, by which such upper roll is

suppon‘,ed and broken view of the driving-
belt. Fig. 4.is an end elevation of the feed-
roll eonsbruetlon looking in the direction of
Fig. 5 is a detail view of
a pack of thln melzal strips, showing the lead-

Ing-strip- attaehed to Lhe fmnt end of such

- pcwk

1ts construetlon a,nd operatmn am as fol-

'IOWS

1 represehts the furnace 2 the ﬁoor b1 mk .

supported on the stools 3.

4 represents ordinary gas- plpes for heatmn' o

The front end of the furnace is promded I
‘with the opening 5 to receive the packs, and

6 is the delivery-opening in the rear end.
7 represents the reduction-rolls, while for

convenience of illustration the ordmarv hous- 8o
ings are omitted, and such rolls are situated
close to the dehvely end of the furnace. - L

The packs shown- at Figs. 1, 2, and 3 are
emnposed of thethin sbmpsS 9, a,nd 10. The = o

latter or bottom strip (see Fig. 1) is extended &
to form the leader 10%, Whlch in this case is.

part of said strip, and ‘such leading-strip or-

leader extends out throungh thedelivery-open-

ing 6 and through the reduction-rolls i'a,r-_j":' |

enoun'h so that such leader can be grasped

and the heated pack drawn into the bight of
the rolls, as shown at Fig. 2, and delwered, o

from thence onto a table or Other like sup-
(Not shown.) The reduction-rollsdo
not, as will be observed at Fig. 1, come in

as thin or thinner than the whole pack will
be after passing through said reduction-rolls,

- 'T'his leader 1s




whieh always stand ..f..palt" sufﬁcientlv to
“allow a free passage of said leading -strip,

- whereby the reduction-rolls may fteely re- |
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volve without disturbing the pﬂd{ within

the furnace, or the leddmn‘-— strip may be

SO propor tloned in thlckness with relation

“to the thickness of the pack before rolling

and the finished strips in the pack after roll-
ing that the reduction-rolls may also be used
as feed-rolls to draw the pack from the fur-

nace into their bight by simply setting down

on the serews. cont,rollmﬂ* the top roll (not

shown) and the space between said reduction-

rolls. In other words, the leading-strip may
be of the same thickness as the combined

thickness after reduction of the strips form- |
‘Ing the pack, said tc;p roll of the reduction-

rolls being raised sufficiently to clear the lead-

ing-strip resting between the reduction-rolls,

whlch as a 1_ule, are constantly revolving.

When the pacl{ has become properly heated

30

- naled in the hangers 16

40

for rolling, the top roll of said reduction-rolls

may be lowered to the position where it en-

oages the leading-strip with therequired force

necessary to draw the pack from the furnace

into the bight of said rolls, the leading-strip

gaging the opening between said rolls, which |

opening represents the collective thlckness

of the several leaves in the pack after rolling;
but to avmd chanmnw a fixed position of the

at I‘lﬂ* 3 for dla,w ing the heated pack% into
the bwht of the reduction-rolls, which con-
- The lat-

SIStS of the two feed-rolls11 and 12.
ter or lower roll ismounted on the short shaft

13, which shaft is journaled in the standards’;
The upper roll 11 is

14, resting on the floor.
meunted on the shaft 15, which shaft is jour-
17 is the driving-
pulley for this upper roll, and such pulley is
mounted on an extensmn of the shaft 15, as
shown more elearly at Fig. 4.

18isa shank of the hanﬂ'er 16, which sha,nk'

' projects through the (,ross-beam 19,supported

45
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- upper feed-roll isby means of bhe.prevlousw -

6o

onthe stanchlons 20 and 21, also suppm ted on

the floor.

22 is a stationary cam secured to the outer
pr ojecting end of the shank 18, which cam is
adapted to be engaged by the ]101120111:&1157-
movable cam 23 thmun'h the medmm of 1ts
handle 24,

25 is a spring interposed between the un-
der side of the cross-beam 19 and the upper
surface of the hanger 16 to effect a work-
ing engagement of the feed-—loll 11 mth the
1eadel 10"

When the metal pack is bemcr heated, the

described cam mechanism raised out of con-
tact with the leader 10*, as shown at Fig. 3.
As soon, therefore, as the pack is properly
heated for rolling the upper roll, which, by
the way, is continually in motion, is lowered
to engage with said leader to draw the pack
out of the furnace and into the bight of the
reduction-rolls. When the end of the pack

‘l

said pack,.

693,819

engafres with the feed- roll 11 it will auto- |

matically lift such roll ‘wmnst its spring-

pressure, so as to allow suah pack to passthe

feed-lolls, or, if desired, the upper roll can
be lifted by means of tlm cam befow the end
of the pack reaches 1it. |

In Fig. 5 the leader 10 is.a sepamte strip
having one end secured to the end of the
pack dmmﬂ' its heating and rolling process.
This sepmate leading-strip may be inserted

‘between the strips of the pack with equally |

nood results. |
It is not necessary that the lea,dmtr—stup

should be of the same width as the pack, as
all that is required isthat such strip shall be
of sufficient strength to be utilized for draw-

ing the pack from “the furnace either thr ough

the medium of the reduction- rolls feed- 10118
or any other suitable means.

As before mentioned, this method. "LbOVB
described is especially intended for use in
connection with very thin and long metal
strips not adapted to be ejected or dis-
charged from the furnace by the ordinary
means ‘employed for discharging or, in fact,
any means where tlieforce exerted is agamst
the end of the pack and toward the rolls. It

‘will therefore be readily seen that where the

packs of metal strips are several feet long
and thin in proportion they cannot be pushed
out of the furnace by reason of buckling or
doubling upon themselves, as before stated
but must be pulled or drawn out. |
Having thus described my invention, what

1 claim as new, and desire to secure by Le‘rtels

Patent, is—

1. The herein- descubed method of deliver-
ing a pack of metal strips from a heating-
furnace to reduction-rolls adjacent ther etﬂ,
which consists in securing a leading-strip to
which leading -strip is of less
thiekness than said pac]{ before reduction,
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and projecting such leading-strip out of the .

furnace and between said reduction-rolls so
that, said pack may be drawn into the bight

of said rolls through the medium of Said-

leading-strip as descubed and for the pur-

[ pose set forth.

l

2. The method of delivering a pack of metal
&trlps from a, heatmfr-furnace to reduction-
rolls adjacent ther eto which consists in tem-
porarily securing a leadin o-strip to said pack
which leading-strip is relatively thinner than
such pack before reduction, and projecting

such leading-strip thwun‘h the discharge-

opening of the farnace and between the re-
duction-rolls where it will remain passive

‘until said pack is ready for reduction when

said leading-strip is made the medium for
withdrawing said pack from the furnaceinto
the bight of said reduction-rolls, as de-
scribed and for the purpose set forth.

3. Themethod of delivering a pack of metal

strips from a heating-furnace to reduection-
! rolls, which consists in temporarily securing |

a leading-strip to said pack, which leading-
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strip is of less thickness than said pack be- |
fore reduction, projecting said leading-strip |

through the dISCh&I‘”e opening of said fur-
nace and between scud reduction-rolls, said

leading - strip also being of less thickness |

than the opening between said reduetion-
rolls before the said pack is reduced, as de-
scribed and for the purpose set forth. |

Signed at B'ridfrepmt ili the county of Fair-
ield and State of Connecticut, this 17th day ro
of July, A. D. 1900.

THOMAS V. ALLIS.

W1t,nesses -
FRED H. BASSETT -
S. G, MEEKER
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