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To all whom it may concermn:

Be 1t known that I, CHARLES T. SCHOEN, 2
citizen of the United States, residing at Phila-
delphia, in the county of Philadelphia and
State of Pennsylvania, have invented a cer-
tain new and useful Improvement in Car-
Wheels, of which the following is a full, clear
and exact description.

The main purpose of the invention is to pro-
duce a car-wheel from adisk of wrought metal
by reducing and bending the same to shape
by means ot dies. A dlqh of metal with a
central perforation is first reduced in thick-
ness adjacent to the perforation and a pre-
liminary bend given to its other portion, and
then a further and more extensive reduction
is effected, and then the edge is bent down
substantially at right angles to the reduced
body, and, finally, the bent-down rim is flanged
to form the flanged tread of the wheel. The
hub of such a wheel 1s an independent struc-
ture suitably secured within the hole previ-
ously mentioned after the same has been suit-
ably enlarged for the purpose.

In the accompanying drawings, illustrating
the invention, in the several ficures of which
like parts are similarly designated, Figure 1
1s a cross-section of the disk of metal. Fig.
2 1s a vertlcal cross-section of a pair of first-
operation dies. Kig. 31s a vertical cross-sec-
tion of the same dies as those shown 1n FKig.
2 arranged for performing the second opera-
tion. Kig. 4 is a vertical section of the third-
operation dies, whereby the rim 1s bent down.

Fig. 5 1s a vertical section of the final-opera-
tion dies, whereby the flanged tread is formed

out of the previously-bent rim. FKig. 6 1s an
elevation of the finished wheel with the hub
Fig. 7 1s a vertical section of the
finished wheel.

1 1s a disk of suitable wrought metal, pref-
erably steel, having a central perforation 2.
This disk 1s subjected to the action of a pair
of dies 3 4, the upper die having the web-
forming projection 5, the flanging-lip 6, and

a perforation 7, and the lower die having a |

matrix 8 and complemental flanging - lip 9.

In performing the first operation a movable

die auxiliary 10, having an eye 11, is placed
upon the blank centrally thereof, so that when
the dies are brought together the die auxil-
ilary 10 reduces the metal blank centrally
around 1ts perforation, as at 12. After this
1s clone the dies are parted and the die auxil-
lary removed, and then the same dies are
brought together and a further reduction of
the body of the blank 1s effected, as shown at
13, Fig. 3, to constitute the web of the wheel,
and the rim 14 of the blank is bent down ob-
liquely to the body. In performing the fore-
golng operations a marginal portion of the
blank 1s lett ot i1ts origisal thickness, and this
thick portion is utilized, as will presently ap-
pear, to form the relatively thick tread, flange,

and angle between the tread and web, thereby

gaining at the most vulnerable portions of the
wheel a thickness of metal that will resist the
strains put upon the tread and flange without
added parts. Next the blank is subjected to

the action of the dies 15 16, the plunger 17

descending fo put the pressure upon the dies,
after which the annuiar plunger 18 descends
around the plunger 17 and over the dies and
bends down the rim at right angles to the
body of the wheel. Next the thus bent blank
18 subjected to the action of the dies 19 20,
Kig. 5, which are provided, respectively, with
the tread-forming cavities 21 and 22 and the
flange-forming cavities 23 24, so that when
these dies are brought together the bent-down
rim 1s reduced in width and increased some-
what 1n thickness or upset and the flange
formed substantially as shown in Fig.7. The
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perforation in the blank, which has been re-

duced indiameter by the successive operations
of the dies, 1s then enlarged in any suitable
way to receive the hub 25, Figs. 6 and 7, said
hub having a flange 26 placed against the web
and a washer 27 placed upon the opposite side
and all riveted together. The blank is sub-
jected to the action of the dies whilein a heated
condition.

The process herein described forms the sub-
ject of the original case filed June 22, 1904,
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Serial No. 213,726, from which this case is | tively greater thickness than the web, the
civided 1n accordance with the requirement | web, tread and flange being integral, and an
of the Patent Gffice. attached hub.
What I claim is— In testimony whereot I have hereunto set
s 1. A wrought car-wheel, having a reduced | my hand this 27th day of February, A. D. 15
web, and a bent tread and an upset flange of | 1905.

relatively greater thickness than the web, con- CHARLES T. SCHOEN.
structed as an integer. Witnesses:
2. A wrought car-wheel, having a reduced W L. ACHILLES,

10 web, a bent tread and an upset flange of rela- -~ TaHOMAS (*EO. SELL.
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