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lﬁ ‘pens that the upper and lower
. sroll housmg bemg used for die rolling be-
- -come circumferentially displacéd one with

: " ‘respect to the other,-or that one of the rills

To aZZ wiwm &t may o

‘Be it known that I, anm P WITHE .
ROW, a citizen of the United States, reSId-._i-'.,_.
ing ‘at Pittsburgh, in the county of Alle- -
gheny and State of Pennsylvania, have in-
~ vented a new and useful Improvement in-

. Die-Rolled Blanks, of which the followmg '
1s a full, clear, and exact description..
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The present invention relates roadly to

blanks produced by the action of ¥plls on
.a billet or leader, and. more particularly

to a blank produced by the actmn of dle
o rolls,

At thé pr esent time lt frequenﬂ{;
rolls in a

* becomes shightly more worn, or shghﬂ dlf—

20

ferently machined, than the other roll
‘will be apparent that this results in a’ re tled
‘blank having slightly different characteris-
tlfcs oxl;foP osite sides of the center line there- -
‘which is adapted to have successive finish-+
. ing opemtmns performed. thereon, these ir-
. regularities frequently result in serious de- g

It

e blank being produced is ome

 fects, as the blanks are not alwa,ys finished -
s ‘mth ‘the same side up or down.

Also, at the present time, censﬂembh

S dlﬁculty is’ experienced in accm'a,tely gag-

:: ;-' mg the le
. the - die

die rolls.

lnﬁhs

umform products.

"~ By the present invention there is pm-'j
w.ded means whereby uniform Preducts cen  or the Ii

be produced irrespective of variations in the.

registration, dimensions or wearing of the
This mventmn also provides

- means for accurately gaging the length dur-

ing the mlhng operation, of die mﬂed

| - blanks.
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In the accom_panymg dm,wmgs thare 18
shown, for purposes of illustration only,

- Gertam forms of blanks produced. in accord-

- ance with the present invention, it being
- understood that the drawings do not define

‘the limits of the invention, as changes may

- 50 be made in the form and a.rrangement illus-

., from the s
--‘;_;‘_iof my bro

trated in the drawings without departing
a5)11'11‘, of the 1mrent10n or scope
er clalms - 3
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article..
tween sueh
‘to permit these distances to "be accurately .
(%eci during .the rolling operation, I pro- 30_ :

of die rolled blanks durmg--
operatlon Uniformity in

R lengths is essentml in the pmductmm @f
35 *

‘form of short lines b

finished product.

In the dr&.wmgs, o -
Flgure 118 a s:tde elevatmn of a portmn

of a connected series of axles for motor [
Vehmles produced by die rolling; - '

" Figure 2 is a similar view o a connected

isﬁemes of cam shafts produced by die roll-

 ing;and

thmugh a sectlon of the die rolls for pro-

13 a tr&nsverse smtmnal view
ducm the article illustrated in Figure 2.

ings, there is illustrated in Figure 1 a por-

tion of a die rolled blank particularly adapt-

ed to be. formed into a front axle for auto-
" The blank as 111ustra.ted
comprises an intermediate body portion 2

cross section, having a flash 3 projecting
therefrom. At different points t roughwt

~ the length of the blank the cross: section.
thereof either’ gradually or abruptly varies
‘in order to insure the necessary disposition 75 .

of metal fm:' the formation of the finished -
Tt is essential that the dlstamces be-
om‘ts be uniform,.and in order

¢ suitable indicia 4 on the flash 3. This -

sions therein, as will be apparent. As shown:
in Figure 1, this indicia may be in the
‘means of which the

accuratel determmed by ‘gpeans of calipers
- Ag the flagsh is adapted to be

“trimmed away at some subsequent stage, it

will be apparent that the formation of any

desired indicia thereon'does not impair the
Where a series of die

rolled blanks are' produced in -end-to-end

*_mlatmnshlp 28 & continuous piece of metal,
it will be apparent that the indicia on the _

flash may be so disposed as to indicate the
line of severance between successive blanks.
In Figure 2 there is illustrated a portion
of a connected series of cam shafts for mo-
tor vehicles, these blanks being also die

ﬁ’i_'-

..ud'

Referring more particularly to the draw-

65..“' |

\,

which may be generally of channel shaped 70

mdlcm, may ke formed by providing depms— o
S10nS OF! pmgectwns in the cooperating sar- .~ .
faces of the die rolls adjacent the impres- . .
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" distances between different points may be -

¢TI

g8 -
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rolled and having suitable spaced enlarge-

ments 5-adapted by suitable finishing opera-
tions to be formed into the shape of actuat-

'mg cams. The flash 6 prowded durmg the

105
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die rolling operation is also utilized to car ry

indicia 7 by means of which the line of sev-
erance may be determined or the distances

between different points ‘accurately deter-
mined. 'In addition, and in order to enable

the blanks to be subsequently finished with
the same side up at all times, one side of the

flash may be provided with a modified form

of indicia, here illustrated as comprising en-
largements 8, by means of which 1t is possi-

ble to easﬂv determine which side of the

blank was produced by a certain roll. Dur-
ing the subsequent opemtmns it will be ob-
vious that the blank is always positioned
with the enlargements 8 in a definite posi-

~ tion whereby the die rolled blanks 2re unl-
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formhr finished. -

The aadmnmges of the presem mvemmn
arise from the provision of a rolled blank
having a flash which is utilized to carry in-
dicia which insures the formation of uni-
form products without i 1mpammw the qual-
ity of such products.

claim : - |

1. As an ‘article of mmuf&cmre a rolled
blenk heving & flash, and indicia on ‘said fash

at sp&wed pmmts Subsmmmlly as descmbﬂd

, i‘,ﬁﬂ.@-,@@@.

As an article of m&nmf&cﬁum? 2 die

roﬂed blank having a flash, and indicia on

said flash at spaced pomﬁ:s throughout the

length of the blank, suhsmmmlly as de-

scmbﬂﬂ

30

3. As an article of manuf&cture o dis

rolled blank having similar upper and lower
surfaces and an intermediate flash, and in-
dicia on said flash indicating the top and

bottom of the blank, substantmlly as de-

seribed.

4. Ag an a,rtmle of manuf&cmre, a die -

rolled . blank adapted to have subsequent
operations performed thereon, said blank
formed with indicia thereon at smced points

in the same plane, substantially as described.

5. As an arficle of manufacmm? a die

rolled blank having & flash thmughout the 4
major portion oxf nﬁhe length of the blank

adapted to be trimmmed away during the pro-
duction of the finished article, said flash

carrying indicia at spaced pmm‘us through-

out, the length thereof, subsmmmﬂy 853 dle- _
‘seribed. .

h.we h@mmmm seﬁ.,

ROW.

0 testm@ny Wheﬁ’ﬁﬂi

my hand. - o
| WMI[AM IP’ WT'T‘HE’

50 _




	Drawings
	Front Page
	Specification
	Claims

