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Be it known that I, HOWARD GREER, 2 citi-
zen of the United States, residing at Chicago,
county of Cook, State of Illinois, have in-
vented or diseovered a new and useful Im-
provement in Rolls for Spike-Blanks; and T
do hereby declare the following to be a full,
clear, concise, and exact description thereof,
reference being “had to the.accompanying
drawings, making a part of thisspecification,
in which—Ilike letters indicating like parts—-

Figure ‘1 is a frout view of a three-high
rvolling-mill. Fig. 2is a perspective view of

a blank produced in a mill shown in Fig. 1. |
' inventionisthat represented at Rin Fig.2. One

Tig. 3 is a perspective view. of a completed
spike. Tig. 4 is a view of a medified form of
blank.

My present invention relates to a system of
grooves incorporated into suitable metal rolls
for the production from railway-rails or the
crop or fag ends thereof,.or from a suitably-
shaped billet, of a bar or blank properly
shaped and with proper disposition of the
metal therein, such' that when cub or sheared
into spike-blanks by transverse parallel cuts

operation be formed into completed spikes.
So much of the operationabove referred to
as relates o the transverse shearing or cut-
ting of the bar into separate spike-blanks and
the finishing or completing the same is in-
claded in the subject-matter of application
No. 113,387, already filed by me, and the
present invention relates to the rolls and
blank or bar as produced and ready for cut-
ting.
. In the drawings, A A A represent the rolls

able arrangement of grooves for the working
of the present invention. The rail or erop
or fag end thereof to be worked isfirst passed,
after being properly heated, through the
grooves ¢ of the two upper rolls, which grooves
are suitably formed and proportioned for the
reduction of the head and flange of the rail,
and also for forcing a portion or all of the metal
displaced by such reduction into the web por-
tion of the rail. In order still further to

thicken up the web portion, the bar,after leav-
ing the pass 4, is given a quarter-turn and
passed through thegrooves  of the two lower

rolls, which grooves aresuitably proportioned
for giving this result, and a like but reverse
pass may be made through the grooves b for
the purpose of effecting a farther thickening
of the web, as may be desired, and also so as
to bring the bar back for a pass through the
grooves ¢,
and proportioned for farther redficing the
thickness of the edge portions of the bar and
also with reference to so disposing the metal
that in snbsequent working and especially in
the finishing pass the desired uniform reduc-
tion and elongation will be secured. g

The form of bar or blank sought for in this
edge of this bar or blank has a double bevel,
n, such as is desired in the point w, Fig. 3, of
the finished spike. The body portion r of
the blank R is made of the width equal or
abont equal to the length of the shank 3 .of
the finished spike, and a rib, s, is made at or
along near the opposite edge of the bar R,
and of proper form and size to give the nec-
essary metal for the overhanging lip s of the
finished spike. ‘ .

- In the preferred form of my invention I
make a tib, %, in the plane of the body por-
tion r, and outside of the rib s, and in this
rib «, I provide a sufficient quantity of metal
from which, by an npsetting or swaging blow,
given by a sunitable heading-die, as described
in the application above referred to, I secure
on each side of the spike-head, when it is fin-
ished, an ear, ', of proper form to be en-
gaged by a claw-bar; and while I prefer the
disposition of the metal which is thus secured
by making the bead » in the same plane with
the body 7, I do not limit myself specifically
to such form of bead, as the necessary amount
of metal to form the ears «’ may be distributed
along the edge of the bar R on the rib s, and
back of said rib,.as represented in Fig. 4,
where the dotted line may, for purposes of
illustration, indicate the outside plane of the
finished head, and the metal to the left there-
of may represent the excess of metal from
which, by a swaging action, to form the ears
W on the sides of the spike-head. :

Returning now to the rolls in which I have
represented the proper grooves for producing
thebar Rwith thebead u, the bar,after leaving
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the groovescispassed through a pair of grooves,
d, or through one or more sets of grooves
suitable for the further working of the bar,
whereby to make it ready for a finishing pass
through the final groove e, and from which
grooves last named it is delivered in the form
substantially as represented at R. The bar
thus produced is then ready for cutting, com-
bressing, and swaging, in the manner de-
scribed in-the application above referred to.

The number of passeswhich the bar should
receive from a to ¢ may be increased, if de-
sired, so that a less amount of work shall be
done at each pass; but the proportioning of
such grooves with reference to the final pro-
duct will in any case be made. in accordance
with rules well understood in the art of roll-
ing metals.

Thus far T have described the work as ordi-
dinarily it will be done in the working of the
ordinary American T-rails or the crop or fag
ends thereof; but substantially the same sys.
tem of grooves may be employed in the work-
ing of the well-known double-headed foreign
rails, except that as the web parts of such rails
are usually thicker than the webs of the stand-
ard American T-rail, the use of the grooves
b b’ for the purpose of further thickening the
webs will not in all cases be essential; but as
the foreign double-headed rail is somewhat
higher than the American T-rail, the grooves
@, as well as perhaps one or more of the sub-
sequent grooves should be correspondingly
widened when such double-headed rails or

the fag ends thereof are to be worked ; but -

as all the rails referred to have a height less
than the length of the usual American spike,
provision must be made in any case for the
spreading of the rail, and this in either cage
will be done in accordance with well under-
stood rules, as above stated, and without sub-
stantially modifying the construction or action
of a system or series of grooves such as are
represented at a, ¢, d, and e with reference to
the work they are designed to do and the

product they secure; but I do not limis my-
self to the necessary use of rails or their crop
or fag ends, since a properly-shaped billet
prepared for the purpose may receive its firss
pass through the grooves a, and be operated
upon by subsequent passesin the manner sub-
stantially as described with reference to the
end here in view; or the billet may be of rect-
angular shape in cross-section, and be brought
to the form desired as a
its working by being
grooves @, and in such case the use of the
grooves b &’ will not ordinarily be necessary.

A system of grooves,substantially such as
represented at « ¢ d ¢, and adapted to produce
the bar R, may be incorporated in one train
of a three-high mill, as represented in Fig. 1,
or may be distributed among two or more
trains of either a two or three high mill, pro-
vided only that the construction and arrange-
ment be such that the desecribed operation
may be carried on and the described product
be secured with ease and facility and without
necessary reheating. :

While I have herein shown and described
the blank produced by the rolls, I make no
claim thereto, as it will form the subject-mat-
ter of another application to be filed in due
time.

I claim herein as my invention—

A roll train or mill having in combination
a series or system of grooves, substantially
such as are represented at «, ¢ -d, and e, in
any desired number, for the progressive re-
duction of a railroad-rail or the fag or crop
end thereof or a similarly-shaped billet to a
blank ot the form substantially as represented
at R, for the purposes set forth.

In testimony whereof I have hereunto set
my hand.

HOWARD GREER.

Witnesses:
R. H. WHITTLESEY,
GEORGE H. CHRISTY.
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