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To all whom it may concern.

Be it known that I, Louis F..DimrEr, a
citizen of the United States, residing at
Buffalo, in the county of Erie and State of
New York, have invented a novel and useful
method of and device or means for receiving
and positioning: work-pieces or finished
articles in an apparatus or mill for rolling

~or forming car-wheels or other circular

bodies, of which the following is a speci-
fication, accompanied by two sheets of
drawings.

The features of my invention claimed
herein are a part of the imvention of my
original application filed June 15, 1911,
Serial No. 633,343, which original applica-
tion, in accordance with the requirements of
the Patent Office, has been divided. This
application is a division of said original ap-
plication and, the parts of an apparatus or
mill shown in the accompanying drawings
are illustrative of parts of my said original
application. :

The subject matter of the present inven-
tion is also described in and certain features
of the invention herein described, but not
herein claimed, are claimed in my applica-
tion for patent filed June 15, 1911, Serial
Jo. 638,343, allowed January 23, 1917, of
which this application is a division, and this
invention is also described or partly de-
scribed in and certain features thereof here-
in described, but not herein claimed, are
claimed in the following co-pending appli-
cations filed by me, viz: application for
patent filed October 10, 1916, Serial No.
124,921 ; application for patent filed Novem-

" ber 20, 1916, Serial No. 132,372, and applica-
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tion for patent filed January 10, 1917, Serial
No. 141,558. . '

This invention relates to the manufacture
of car wheels, disk-wheels, or other circular
bodies in an economical, commercial, expe-
ditious and efficacious manner, whereby. the
whole car wheel, disk-wheel, or other cir-
cular or approximately circular body may
be completely rolled and otherwise operated
upon in a simple and thoroughly praeti-

cable manner, various examples of which are,

for instance described in my said original
applieation and, this invention has particu-

lar reference to a method of and device or
means for receiving and positioning, or for
raising, lowering and retaining work-pieces
in. an apparatus or mill for rolling car
wheels or other circular bodies and, for tak-
ing the work-piece or the finished article or
product- out of the apparatus or mill, and

55

for putting the properly heated ingot, .

bloom, blank or other work-piece into the

. apparatus or mill and temporarily retaining

the same in such position wherein its outer
portion or periphery is central or coaxial,
or approximately so with the piercers, or
work-supporting centers, or work-support-
ing means to permit of its being centrally
operated on, or centered, or pierced and cen-
tered in the center, or approximately in the
center of its outer portion or periphery with
said piercers, or work-supporting centers,

“or work-supporting means. It also has par-

ticular reference to the method for lowering
the receiving or positioning means of said
device away from said work-piece, and for
retaining said recelving or positioning
means of said- device in said lowered posi-
tion away from the work-piece until sald
work-piece or finished article or product is
to be taken out of the apparatus or mill.
One of the objects of my invention is the
provision of a method of and means for
rapidly receiving, centrally positioning and
temporarily retaining a work-piece so as to
permit of centrally piercing, or centering, or
otherwise operating upen the work-piece.
Another object is to provide rapidly oper-
ating means for temporarily supporting a

work-piece in proper position to permit of-

its being centered or pierced or penetrated
in the center of 'its outer portion or pe-
riphery.

This invention further contemplates a
novel method of and device or means which
greatly assists in the manufacture of car
wheels or other circular bodies whereby such

bodies or articles may be made in a rapid,

continuous, economical and commercial

manner. , :
Further objects

inafter appear.
By the use of this invention, the appara-

tus or mill can be rapidly operated, thus

of my inventioﬁ will here-
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reducing the cost of operation in the manu-
facture of car wheels and other circular
bodies. - The nroduction of car wheels and
- other circular objects is thereby greatly
6 cheapened and the cutput increased. |
The invention - consists in the novel
method  or . process herein described ~and
more paiticularly pointed out in the claims;
and it also consists-in the novel device or

‘10 mechanism or means, in the arrangement of

devices and in the novel features of con-
struction and also in the arrangement and
combination of parts herein described and

more particularly pointed out in the claims,

15 In the accompanying ‘drawings, in which
- X1 illustrate devices-or means I prefer to em-
ploy in carrying out my invention:. .

" Figures 1 to 10 inclusive show in details

, this raising, lowering and retaining device,
20 or. receiving ‘and positioning mechanism. -
Fig. 11 diagrammatically illustrates the
herein - named  receiving and positioning
-member or head piece of this device in its
~upper, central and lower positions and also
25 ‘portion of an spparatus or mill such as I

prefer to employ for rolling or forming car

wheels or other circular bodies and also

- upper parts of said device. In this Fig. 11

- is shown, for instance, & work-piece lowered

30 into the apparatus or mill and retained in

central position, said work-piece having

been lowered by this device from the upper

position shown in dotted lines. In this cen-

tral position the work-piece is shown in

35 solid lines and said head piece of the device

in dotted lines. In this position the outer

portion or periphery of the work-piece is

coaxial with said piercers or work-support-

‘ing means and, in this position the work-

40 piece is ready to be pierced or centered. Im

this Fig. 11 said head piece L of this device

is also shown in solid Iines in its lower posi-

tion away from the work-piece. In Fig. 12,

is shown said work-piece pierced or cen-

45 tered and supported and ready to be rolled
or otherwise operated on.

‘Figs. 13 to 18 inclusive, illustrate a few

more of said herein named piercers, or
. ~work-supporting centers, or work-support-

50 ing means and also part of the herein named

work-supporting axles and work-support-
ing heads.

- This invention, as hereinbefore said, is
a division of my aforesaid original applica-

55 tion and, the parts of an apparatus or mill

shown in +he accompanying -drawings are.

© illustrative of parts of my said original ap-
plication. It is, of course, understood that
I do not intend to limit myself to the use
60 of the particular parts shown ner to the di-
rection of movements of said device;, as
" other means may hereafter be devised for
- carrying out my invention or method in a
practicable manner. o
85 . Similar characters.of reference indicate

i
|

. ing means may also be differently formed

- forming dies &c.

-or mill.

1,243,068

corresponding parts throughout the several
views, and also indicate the corresponding
parts in my said original application.

A’ is the foundation box or support ar-
ranged in a fixed position for supporting
said herein named raising, lowering and re-
taining device." ST

B2 and B? are parts of the bed plate of
an -apparatus or mill for rolling’ or form-
ing car wheels or other circular bedies..

"I, E are the spindles or axles named here-
in the work-supporting axles which also
serve other purposes. At one end of said

70

75

‘axles are removably fastened thereto said

herein' named piercers, or work-supporting 80
centers, or work-supporting means, for in-

stance K, E* or K2, E? or ¥3, E® or E* E*

‘or K 5 or E¢, E® &ec... These piercers, or

work-supporting centers, or work-support-
85
to serve other purposes such for instance as
There -is practically no
limit to the forms or shapes that said piere-
ers, or work-supporting centers, or work-
supporting means may have. ., : '
F -represents the ingot, bloom, blank or:
other ‘work-piece to be taken into the ap-
paratus or mill and rolled or otherwise oper-:
ated upon. F? represents the finished work-
piece  rolled or .otherwise formed to the 95
shape of a car wheel or other circular body -
and ready to be removed from the apparatus

90

Said piercing or Work-éupporting- means
are located one at each side of the blank or
worl-piece, and preferably revolve with the

100

. work-piece, and during the operating or

forming process, or during the piercing or .
penetrabing or centering process are moved
longitudinally -toward each ‘other or away
from each other, or are moved as the case
may require or as may be desired.

By the words “centering, or piercing or
penetrating and’ centering” used herein, I
mean that the ingot, bloom, blank or other
work-piece is centered, or pierced, or pene-
trated and centered in the apparatus or mill,
by forcing either one or both said piercers
or worlk-supporting means into or against -
said work-piece . by their’ pressure means 115
operatively . connected therewith as and in
the manner fully shown and described in my
said original application. L

M, M are the herein named work-support---.
ing heads which carry and rotatably sup- 120
port said ‘axles E, E. Each of said axles
B, E has one of said heréin named piercers
or work-supnorting means for instance E' .
or E2 or E®'or B4 or E° or E°® &ec., at one
of its ends. These piercers or work-sup- 125
porting means are interchangeable and are
also differently formed to serve also other
purposes such for instance as forming dies .
&c.  Said heads M, M are longitudinally |
movable in guides M*, M* which are fas- 130 -

105

110"
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tened to the bed plate B2, B? and are moved,
with their axles E, E and piercers or Work-
supporting means for instance E°, ES, in
line with the axis of the Work-plece by
means of pressure cylinders not shown here-
in (see my said original application) or by
any other equivalent means. When, for in-
stance, piercing, or penetxatmg, or center-
ing, or otherwise operating upon a work-
piece, said supporting heads M, M with their
said axles B, E, and piercers or work-sup-
porting means for instance E¢, E° are moved
toward and from each other as for instance
illustrated in Tigs. 11 and 12 or are moved
as the case may require or as may be de-
sired. In Fig. 11 a work-piece F 15 shown
for instance lowered with this device (here-
inafter fully described) into an apparatus
or mill and positioned into a position be-
tween and central with the piercers or work-
supporting means for instance E°, E* and
in which position the outer portmn or pe-
riphery of the work-piece 1s coaxial, or
approximately coaxial with -said piercers or
work-supporting means and is ready to be
pierced or centered; and in Fig. 12 said
work-piece F is shown pierced or centered
and supported by said piercers or work-
supporting means for instance ES, E¢ and
ready to be rolled or otherwise operated
pon.

In Figs. 1 to 10 inclusive, T have illus-
trated in details the herein named receiving
and positioning mechanism, or the herein
named raising, lowering and retaining de-
vice or means for taking the finished article
or product out of the apparatus or mill and
for putting the properly heated ingot, bloom,
blank or other work-piece into the appa-
ratus or mill and retaining the same in such

position wherein its outer portion or pe--
-riphery is central or eoaxial, or approxi-

mately so with said herein named piercers
or work-supporting means to permit of its
being centered, or pierced and centered in
the center, or approximately in the center
of its outer portion or periphery, or other-
wise operated upon with said herein named
piercers or work-supporting means. Said
Figs. 1 to 10, inclusive, also illustrate the
means for lowering said receiving and posi-
tioning member of said device away from
said Work-plece, either after said work-
piece is so centered, or pierced and centered,
or otherwise operated upon, or at the be-
ginning or during any of said operating

processes, and for retaining said receiving

or positioning member of said device in said
lowered position away from said work-piece
unti] said work-piece or finished article or
product is to be taken out of the apparatus
or mill, as. will heremaf’cer be more fully
described.

The sald device herein shown consists
mainly of a vertically disposed outer cylin-

&

der L® with a piston L? and piston-rod L#,

which piston-rod I8 forms a smaller cylin-

der, itself fitted with a piston L? having

piston-rod L* which is provided at its up-

per end with said head piece L which serves

gs the work-receiving or positioning mem-
er.

Fig: 2 is a sectional elevatlon on line 2——2
Fig. 3 showing the device in its upper po-
sition and carrying, for instance, a finished
car wheel T2 shown in dotted lines, at which
point it is taken away by any suitable means,
and another properly heated ingot, bloom,
blank or other work-piece put in place of
it. The device with the newly placed ingot,’
bloom, blank or other work-piece resting
on said head piece 1. is then lowered by
means of said inner piston until it comes
against an adjustable stop whereby the cen-
ter or axis of said ingot, bloom, blank or
other work-piece I, shown in dotted lines,
will be brought in line, or approximately in
line with the centers or axes of said piercers
or worh—suppmhno~ means, asismore clearly
illustrated in Fig. 11, which piercers or
work-supporting means will then ‘eenter or
pierce and center said ingot, bloom, blank
or other work-piece and support the same
as shown in Fig: 12. After said work-piece
1s so centered or plerced and centered, or
at the beginning of or during said centering
or piercing and centering process, said outer
piston of said device isthen lowered to the
position shown in Fig. 1, whereby said
head piece L is lowered away from said
work-piece I the distance for 1nstance in-
dicated by the dotted line y*—y* in said
Fig. 1, or as for instance indicated in Fig.
11 by the distance between the work-piece
T shown in solid lines and said lower posi-
tion of said head piece L shown in solid
lines. Said head piece L is retained in said
lowered position away from the work-piece
F until said work-piece or the finished ar-
ticle or product is to be taken out of the
apparatus or mill. Said piercers or work-
supporting means will remain in the ingot,
bloom, blank or other work-piece and Wlll
support said ingot, bloom, blank or other
work-piece, as shown in Fig. 12, and will
revolve with it until it is ro]led to the form

‘or shape of the car Wheel or other circular
article and until it is dished or undished,

if dishing or undishing of the work-piece is
desired. After completion of such opera:
tion and with the inner piston kept-in its
lower position, the said outer piston is again
raised until the adjustable stops L7, 127
are against_the lower ends of the lugs or
guides L%, 1*%, when said head piece L, will
be-again in the middle position shown by
dotted lines in Fig. 2, and will receive the
finished wheel or other finished article and

70
75
80
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with it will again be raised to the upper -

pos1t10n shown in Fig. 2, when said ﬁmshed

130
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wheel, designated by the character F?, is
taken away and anothér properly heated
ingot, bloom, blank or other work-piece put
in place of it, and so on.

" In the said raising, lowering and retain-
ing device, Lr is the said head piece which

receives the ingot, bloom, biank or other

work-piece, temporarily retaining the same
when centering, or piercing and centering
the same, and also receiving and delivering
the finished wheel or other article. Sald
head piece 1. may be made in various shapes
and sizes such as may be required for differ-
ent sizes and shapes of wheels or other ar-
ticles, or as may be required for other pur-

poses, andtherefore it is made so it can

éasily be pulled off from the end of the pis-
ton:rod and replaced by another, but it is
prevented from turning on its rod by a
feather or feathers. I, 1.? ave the inner
piston-red and piston preferably made in
one piece, the piston-rod 1! being provided
near its euter end with a thread 12 on which
is placed a nut L* made in halves and fas-
tened together and to the rod by screws L?
When the inner piston I# is
lowered and thé nut L* comes against the
stuffing box extension L7, the inner piston
12 with its rod 1* and the said head piece
L, with 1ts load thereon comes to a stop.
The down stroke of the inner piston can bs

regulated by adjusting the nut L* on ihe

rod L* and when said nut L* is moved to
its uppermost position against the collar L°,
the inner piston will be permitted to travei

“to its lowermost position, in which position

it is spaced a certain distance from the
lower end wall of the cylinder.. To prevent
the inner piston L with its rod L and head
piece 1. from turning in its cylinder, a ver-
tical ribbed rod L% is provided which is
fastened with its end piece L' to the piston

1%, as shown in the Fig. 7. ' The inner pis-
_ton 12 -has fastened to its lower end with-

the screws I.'® a guide collar or bushing L*?
shown in detail in the Figs. 5, 6 and 7; Fig.
5 being a section through 5—35, Fig. 6; Fig.

6 a section through 6—6, Fig. 5; and Fig.

50

55

60

7 a vertieal section through the lower parts
of the outer and inner pistons with their
rods, showing the inner piston L? at its
lowest positionr and also showing the lower
part of said ribbed rod L° with its fittings
and connections. Figs. 8, 9 and 10 are de-
tails of said rod L*® with its end piece L**
fastened thereto with key or by other means;
Tig. 8 being a section through 8—8, Fig. 93
Fig. 9 only shows the lower part of the
ribbed rod Li° with its end piece L'* shown
in section through 9—9, Fig. 8. Fig. 10 is
a plan end view of the end piece L. The

* grooves formed by the ribs of said rod L

65

as shown, fit over the tongues formed on
the inner side of said guide collar L** and
thereby prevent the immer piston L* with

1,248,058

its rod I? and head piece L from turning
in the bore of L8 The piston-rod L® with

its bore for piston and rod 12, L* has bolted

to its upper end a cross piece L*® which is
also provided with the vegular packing-
box for the rod L and has fastened thereto
the guide and stop rods L°, 1%, which rods
also prevent the said parts L, Lt, 1.5, L® and
L° with their said ftfings from turning in
the said outer cylinder L%, Said rods L,
12¢ have shoulders at their upper ends and
are provided with thread and nuts asshown,
wherewith these rods are rigidly fastened
to the cross piece 1% as shown. A$ their
lower ends these rods 1%, 1% are sach pro-

vided with thread and lock-nuts L% as

shown. The outer cylinder 1.*° is provided
at its upper end and at opposite sides with
the lugs 1%, L8 forming guide bearings for
said rods L%, L and also forming stops for
the upstroke of piston 1° and by the means
of said lock-nuts 147, 127 and the thread on
the lower ends of these Tods, the distance.
between said lock-nuts L7, L** and said
cross piece 1'® can be shortened or length-

“ened, whereby the upstroke of said piston

10 can be made less or more, as may be re-
quired. The outer cylinder L*°, by means
of its lugs L®, L** and the side brackets
L2 and L2 is rigidly bolted to the founda-
tion box AS which supports the said device,

-as shown.,

Tig. 1 shows said head piece I lowered
away from the work-piece F the distance
for instance indicated by the dotted line

y*—y* and shows a vertical section through.

1—1, Fig. 8 showing said devicé with its
inner and outer pistons in their lowest op-
erating positions and also showing the ports
for inlet and outlet. Fig. 3 is a section
through 3—38; Fig. 4, and Fig. 4 is a sec-
tion through 4—4, Fig. 3. T .

In said receiving and positioning mecha-
nism; or raising, lowering and retaining de-

vice; the medium, for instance either steam,

compressed air or liquid having sufficient
pressure, may be used in operating the de-
vice, preferably compressed air. For rais-

- ing the inner piston L2, air enters through

the pipe L* to the lower end of the hollow
rod L2 where it enters said hollow rod and

70
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116

115

then flows upward and through the short =

pipe connection L#* thence into and down-
ward through the port 1, at the lower end
of which it enters the cylinder for the inner
piston L2 through the port L*® and forces

the piston L2 with its piston-rod L and-

head piece L upward to the position shown
in the Fig. 2. For raising the outer piston

1., air enters through the pipe L* into and.

downward through the port L, and into
the outer cylinder L.'° through the port L%
forcing the outer piston L° with the parts
Ls, Lo, L5, a6 1%, L* and L, upward to
the position shown in Fig. 2. For the pull-

120
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back or lowering of the pistons L® and L2,
air of suflicient constant pressure, as for in-
stance, from an accumulator or reservoir en-
ters the pipe L™ passes into and down the
civcular space L formed by the bore of the
outer cylinder I.** and the piston-rod L to
the upper end of piston L° and from there
throngh the port L* into and upward
through the port L?® and at its upper end
throngh the port L into the cylinder for
the inner piston and to the upper end of
said 1nner piston L2 To lower the inner
piston L2, for instance from the position
shown in Ifig. 2 to the position shown in
Fig. 1, the pressure inlet through L is shug
off and the outlet for the air from the lower
end of said inner piston L2 is opened, said
outlet being connected to sald pipe 1.2, thus
causing the lower end of piston L® to be
relieved of its pressure and permitting the
air to flow out gradually through said owtlet

while the same constant pressure on the other.

or upper end of said piston 12 forces the

said piston downward. - To again raise said

inner piston, said outlet is again closed and
the pressure is again let into and through
pipe I* to the lower end of the inner pis-
ton L2 and while it forces said piston up-
ward it also forees the air from the accumu-
lator under its constant pressure on the up-
per end of said piston oiit through the said
pipe L# and back into the said accumulator
or reservoir. To lower the outer piston 12,
for instance from the position shown in Fig.
2 to the position shown in Fig. 1, the
air entering under pressure through pipe L3
15 shut off and the outlet for the air from
the lower end of said outer piston L° i
opened, said outlet being connected to said
pipe 12 thus causing the lower end of pis-
ton L to be relieved of its pressure and pér-
mitting the air to flow gradually out through
said outlet while the air from the accumnu-
Iator acting against the othér or upper end
of said piston L® forces the piston down-
ward. To again raise said outer piston, said
outlet is again closed and the pressure is
again let into and through the pipe L to
the lower end of the piston I? and while said
pressure forces said piston upward, it also
forces the air acting against the upper end
of said piston under its said constant pres-
sure out through pipe L2 and back into said
accumulator or reservoir.

During the operation of the said receiving
or positioning mechanism, or raising, low-
ering and retaining device, there is continu-
allv a constant pressure on the upper ends
of both pistons. When both pistons are up,
that is, at the end of their adjusted up-
strokes, as In the Fig. 2, the finished wheel
or other finished article is taken from the
said head piece L. and a mew properly heated
ingot, bloom, blank or other work-piece put
in place of it. The inner piston L is then

8

lowered to the position indicated by the
dotted lines in Fig. 2, in which position the
center or axes of the outer portion or periph-
ery of the ingot, bloom, blank or other worl-
piece I is brought in line with the centers
or axes of said plercers or work-supporting
means as for instance illustrated in Fig. 11
and in said position said work-piece F is
held by said head piece L and is to be cen-
trally engaged, or to be centered, or pierced
and centered and supported by said piercers
or work-supporting centers as for instance
lustrated m Fig. 12, and, either after said
work-piece is so engaged, or centered, or
pierced and centered, or at the beginning of
or during said centering or piercing and. cen-
tering process the outer piston L?® is Tow-
ered.  When so lowered, both pistons and
said head piece I are in the positions shown
in Fig. 1 and in this position the said head
pilece. L is lowered away from said work-
plece F the distance for instance indicated
by the dotted lines y*—vy* in said Fig. 1, or

as for instance indicated in Fig. 11 by the

distance between the work-piece F shown in
solid lines and said lower position of said
head piece L. shown in solid lines, and ‘in
which position said head piece L is retained
away from said work-piece until said work-
plece or finished article or product is ready
to be taken out of the apparatus or mill, and
then, when said work-piece or finished wheel
or other article i1s ready to be taken out of
the apparatus or mill, the outer piston L®
is again raised until stopped by the nuts LY,
[.'" coming against the lugs L%, 1'%, when
the head piece L is in proper position to re-
ceive sald work-piece or finished wheel or
other finished article, after which the inner
piston is raised until the said head piece L
with the said work-piece or finished wheel
12 or other finished article is again in the

position shown in the Fig. 2, to be removed

therefrom. ,

In Fig. 11 said head piece Li is shown in
solid lines in said lower position, with a
portion of said device. Said herein named
raising, lowering and retaining device, or
receiving and positioning - mechanism, or
positioning device, herein shown is, as here-
inbefore described, arranged below and is
adapted to operate in a plane between said
piercers or work-supporting means for in-
stance I° E¢ and between positions below
and. above said work-supporting means.
Said head piece L operates or is moved as

‘and in the manner hereinbefore described,

for instance, forward and backward, as the

70

75

80

85

90"

95

100

105

110

115

120

case may require, between or to the posi- -

tions shown thereof in solid and in dotted
lines and in a plane indicated by the dotted
line z—u, Fig. 11. Said lower position of
said device is indicated in Fig. 11 by the
portions thereof shown with said head piece
L and which is the position also shown in
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Fig. 1. In said Fig. 11, said upper posi-
tion of said head piece L. with the work-
piece T thereon are both shown in dotted.
lines and, the central position of said head
piece L shown in dotted lines with the work-
piece I thereon shown in solid lines shows

-the work-piece F centrally positioned be-

tween said piercers or work-supporting
means - E° E® and in which position the
center line or axes of the outer portion or
periphery: of the work-piece F is in line
with -the centers or axes of said piercers or
work-supporting means for instance ¢, K°;
the work-piece F' in Fig. 11 shown in dotfed
lines is placed. onto said head piece L at its
said upper position shown in dotted lines
and from there it is lowered and positioned
into said position in which the center line or
axis of the- outer portion or periphery of
the work-piece F is in line with the centers
or axes of said piercers or work-supporting
means for instance K, E° and in said posi-
tion sald work-piece ¥ is held by said head
piece L to be centered or pierced and cen-
tered “and supported by said piercers or
work-supporting means for instance E°, ¢
as for instance illustrated in Fig. 12 and,
either after sald work-piece is so centered
or pierced and centered, or at the beginning
of or during said centering, or piercing and
centering process, said head piece L is low-
ered by said device away from the work-
piece X to the lower position of said head
piece. L. shown thereof in Fig. 11 in solid

lines, and, in which position said raising,
lowering and retaining device with its head

piece L is retained away from the work-

" piece until .said work-piece or the finished

“article or product is ready to be taken out
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of the apparatus or mill, and then, when the

. work-piece or the fimished wheel or other
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article is ready to be taken out of the appa-
ratus or mill, said head piece L is again
raised from its lower position shown in
solid lines to the middle position in IFig. 11
shown in dotted lines when it will be in
proper position to receive the work-piece
or the finished wheel or other finished article
after the said piercers or work-supporting
means have been withdrawn, after which

said head piece L with the work-piece or’
finished wheel or other finished article is-
-again raised to ‘the upper position shoewn
thereof in Fig. 11 in the dotted lines to be’

removed therefrom and another properly
heated work-piece F put in place of it and
so on. Fig. 12 shows said work-piece F
piereed or centered by said piercers or work-
supporting means for instance E°, J¢ and
supported thereby as shown, and ready to
be rolled or operated upon. :

In Fig. 18 is shown for instance at E? one
of the herein named piercers, or work-sup-
porting centers, 'or work-supporting means
which 1s also formed as the case may require

/
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and also formed -differently  from thoss
herein shown to serve other purposes for
instance such as forming dies &ec. In Fig.
14 1is shown for instance at X°.one of the
herein named piercers, or work-supporting
centers, or work-supporting means which
may be suitably formed so as to support &
work-piece which should not have a large
impression or hole or no hole whatever and
be used for supporting the work-piece at its
one or both sides as the case may require, or
such ~work-supporting means- are " also
formed as the case may require and also
formed differently from those herein shown
to serve other purposes for instance such as
forming dies &c. In Fig. 15 is shown for
instance at ¥* .one of the herein named
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piercers, or —work-supporting centers, or -

work-supporting means which  may - be
formed as shown for supporting a work-
piece which has a large central hole or bore.
In Figs. 16, 17 and 18 are shown at I3, X
and ¥ a few more of the herein named
plercers, or work - supporting centers, or
work-supporting means, each one formed
somewhat different. There are many other
purposes that these herein named piercers,
or - work-supporting centers, or work-sup-
porting means niay be used for and may be
formed to suit such purposes, as there is
practically no limit to the shapes or forms
these heveln named piercers, or work-sup-

‘porting centers, or work-supporting means

may have. S

Where in the specification and claims the
words “ingot, bloom or blank” are used, it
is intended to mean the work-piece to be-
operated upon, and the word “work-piece”
is used herein in a broad sense and is in-
tended to include an ingot, bloom, blank,

-.car wheel, or any other unfinished or com-

pletely finished . circular, or approximately
circular or other shaped object adapted to
be rolled, rerolled, reworked, or re-formed
or otherwise operated upon either to en-
tirely .change its shape, or only partly

change its shape or outline, or to change its

dimensions in whole, or part as desired.
In other words “work-piece” means any ob-
ject-to be operated upon.

The herein shown and described method
of and device or means for raising, lowering
and retaining a work-piece in'an apparatus
or iill, enables the work-piecé to be cen-
trally operated on with great rapidity or
be centrally pierced or penetrated and ro-
tatably supported and rolled or operated
upon i1 a rapid manner without losing any
of its heat and by reason of which, a rapid,
continuous and economical operation of the
work-pieces will result therefrom.

Whale I have shown and described the
device o1 means which I now consider best
and most. practical - for carrying out my
method or process of receiving and position-
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ing and retaining a work-piece as and for
the purpose herein set forth, also the means
for carrying out my method of bringing and
temporarily retaining the work-piece into
such position in which the center of the outer
portion or periphery of the work-piece is in
line with the center line or axes of said here-
in named piercers or work-supporting means
to permit the same to centrally engage or
operate upon, or to centrally pierce or pene-
trate or center the work-plece, it is, of
course, understood that I do not wish to be
confined to the exact construction herein
shown and described nor to the direction of
movement of said device or mechanism, and
that my method may be carried out in va-
rious other ways; also that appuaratus or
means other than herein shown and described
may be provided without departing from
from the spirit of my invention or sacri-
ficing any of the advantages thereof.

The features of my invention hercin shown
and described are not all claimed herein,
but such features not herein clalmed are
covered by elaims within my aforesaid origi-
nal application and within applications filed
by me and having the herembefore men-
tioned serial numbers and filing dates.

I claim as my invention:—

1. The method of receiving a heated in-
got, bloom, blank or other work-piece in
an apparatus or mill for rolling or forming
car wheels or other circalar bodies and low-
ering the said work-piece from a position
above the piercers or work-supporting
means or from a position above the rolls to
a position central with said work-support-
.ing means to be centrally pierced, or pene-
trated, or centered by said work-supporting
means and therewith supported during the
rolling or operating process, which consists
in placing the work-piece onto a receiving
or supporting member of a raising and low-
ering device arranged below and adapted to
operate in a plane between said piercers or
work-supporting means and assume a posi-
tion above the latter or above sald rolls, in
therewith lowering the work-piece from a
position above said piercers or work-support-
ing means or from a position above said rolls
to a position in which the center of the outer
portion or periphery of the work-piece is in
line or approximately in line with the cen-
ters or axes of said piercers or work-sup-
porting means. '

2. The method of receiving a heated in-
got, bloom, blank, or other work-piece in an

_apparatus or mill for rolling or forming car

wheels or other circular bodies and lowering

“the said work-piece from a position above

the piercers or work-supporting centers or
work-supporting means to a position cen-
tral with said piercers or work-supporting
centers or work-supporting means to be cen-
trally pierced, or penetrated, or centered by

‘onto a receiving or supporting member of

8

said piercers or work-supporting centers or
work-supporting means and therewith sup-
ported-during the rolling or operating proc-
ess, which consists in placing the work-piece

a raising, lowering and retaining device ar-
ranged below and adapted to operate in a
plane between said piercers or work-sup-
porting centers or work-supporting means
and assume a position above the latter, in
therewith lowering the work-piece from u
position above said work-supporting means
or from a position above the rolls of said
apparatus or mill to a position in which the -
center of the outer portion or periphery of
the work-piece is in line or approximately
in line with the centers or axes of said plere-
ers or work-supporting centers or work-sup-

_porting means, and in temporarily retaining

said receiving or supporting member of said
device with the work-piece in- said central
positicn to permit said piercers or work-sup-
porting centers or work-supporting means
to pierce or penetrate or center said work-
plece in the center of its cuter portion or
periphery and support the same. :
3. The method of receiving a work-piece
or finished articleé in an apparatus or mill
for rolling or farming car wheels or other
cireular bodies and raising the said work-
piece or finished article from a position it
occupies during the volling or operating
process to a position above the work-sup-
porting means or to a position above the
rolls, which consists in placing the worlk- :
piece or finished article onto a receiving or
supporting member of a raising, lowering .
and retaining device arranged below and

“adapted to operate in'a plane between said

work-supporting means, in therewith rais- ]
ing said work-piece or finished article from
the position it occupies during the rolling
or operating process to a position above said
work-supporting means or to 2 position

above said rolls of said apparatus or mill. 1

4. The method of receiving a work-piece
or finished article in an apparatus or mill
for rolling or forming car wheels or other
circular bodies and raising the said work-

piece or finished article from a position be- 1

tween the rolls or from a position between
the work-supporting means' to a position
above the rolls or to a position above said
work-supporting means, which consists in

placing the work-piece or finished article 12

onto & receiving or supporting member of
a raising, lowering or retaining device ar-
anged below and adapted to operate in a
plane between said work-supporting means,
in therewith raising said work-piece or fin-
ished article from the position adjacent the
rolls or from the position adjacent said
work-supporting means to a position above
the rolls or to a position above said work-
supporting means. '
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5. The herein described method of receiv-

ing an ingot, bloom, blank, or other work--

piece in an apparatus or mill for rolling or
forming car wheels or other circular bodies,
placing the same centrally ‘between ~the
worl-supporting means to be centrally

‘pierced, or penetrated, or centered or other-
wise operated upon by said work-supporting

means and supported therewith, of receiving
the work-piece or finished article and rais-
ing the same from the position adjacent said
work-suppoerting means to a position above
said work-supporting means or to a position
above the rolls, which consists in placing
the work-piece onto a receiving or support-
ing member of 4 raising, lowering and re-
taining device arranged below and adapted

to operate in a plane adjacent said work-
supporting means and - assume a position

above the Iatter or above said rolls, in there-
with lowering the work-piece from a posi-
tion above said work-supporting means or
from a position asbove said rolls to a central
position in which position the outer portion
or periphery of the work-piece is coaxial
or- approximstely so with said  work-sup-

porting means, in temporarily retaining said

receiving or supporting member with the
work-piece temporarily held thereby in said
central position -to permit said work-sup-
porting means to engage said work-piece, in
lowering said receiving or supporting mem-
ber away from the work-piece into a position
below the work-piece to clear the latter dur-
ing the rolling or operating process, in again
raising said receiving or supporting member

.to a position to receive the work-piece or

finished article, and in then raising said re-

‘ceiving -or ‘supporting member with the

work-piece or finished article from said cen-
tral position to a position above said work-
supporting means or to & position above said
rolls.

6. The method of receiving a heated ingot,

bloom, blank or other work-piece in an ap-

paratus -or mill for rolling or forming car
wheels: 6r other circular bodies, and mov-

-ing or carrying the said work-piece from a

position away- from the work-supporting
members or from a position away from the

_ rolls to a position in whiech it is to be sup-

55
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ported and be. operated ttpon; which consists’

in placing the work-piece onto a receiving
or positioning member of a positioning
mechanism  arranged. in a fixed position
away from said work-supporting members
and adapted to move said receiving or posi-
tioning member to a point between positions

“ at opposite points of and away from said

work-supporting members, and in therewith
carrying and positioning the work-piece into

@ position in which the outer portion or.
periphery of the work-piece is coaxial or.

approximately so with said work-support-
ing members of said apparatus or mill.

1,248,068

7. The method of receiving a heated ingot,

bloom, blank or other work-piece in an ap-

paratus or mill for rolling or forming car

wheels or other circular bodies, and carry- -

ing the said work-piece from a position

away from the work-supporting members or.

from:a position away irom the rolls to a
position in which it-is to be supported or
operated upon, which consists in placing the
work-piece onto a receiving or positioning
member of a positioning mechanism ar-

70
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ranged below or away from and adapted to.
operate in a plane between said work-sup-

porting members, in therewith carrying and
positioning the work-piece into a central
position in which the outer portion or

"periphery of the work-piece is coaxial or
approximately so with said work-support-.

ing members, and in temporarily retaining
said receiving or positioning member with

the work-piece .in said central position to -

permit said work-supporting members to en-

ends. :
8..The method of receiving a work-piece
or finished article in an apparatus or mill
for rolling or forming car wheels or other
circular bodies, and carrying the said work-
piece or finished article from the position it
occupies - during the rolling or. operating
process to a position above or to a-position
away from the work-supporting members,
which consists in placing the work-piece or
finished article onto a receiving or position-
ing member of & positioning mechanism ar-
ranged in a fixed position below or away

from -the ‘position the work-piece- occupies.

during the relling or operating process and
being adapted for operating in a plane be-
tween said. work-supporting members, in
therewith carrying said work-piece or fin-
ished article from the position it occupies
during the rolling or operating process to a
position above said or away from said work-
supporting members or other - operating

“parts of said apparatus or mill.

9. The method of receiving a work-piece
or finished article in an apparatus or mill
for rolling or forming car wheels or other
circular bodies and raising the said work-
piece or finished article from a position be-
tween the rolls or from & position between
the work-supporting members to a position
above the rolls or to a position above said
work-supporting members, which consistsin
placing the work-piece or finished article
onto 4 receiving or positioning member of

a positioning mechanism arranged below -

and adapted to operate in a plane between
said  work - supporting members, in there-

“with raising said work-piece or finished ar-

ticle to a position above said rolls or to a
Eosition above said work-supporting mem-
ers.

10. The herein described method of re-
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ceiving a heated ingot, bloom, blank or other
work-piece in an apparatus or mill for roll-
ing or forming car wheels or other circu-
lar bodies, placing and temporarily retain-
ing said work-piece centrally between the
work-supporting members to be supported
and rolled or otherwise operated upon, of re-
celving the work-piece or finished article and
carrying the same from the position between
said work-supporting members to a position
above or away from said work-supporting
members or to a position above or away from
the rolls, which consists in placing the work-
piece onto a receiving or positioning mem-
ber of a positioning mechanism arranged
normally below or away from and adapied
to operate in a plane between said work-
supporting members and assume an extreme
opposite position above or directly opposite
said normal position, in therewith carrying
and positioning the work-piece into a posi-
tion central with and between said work-

" supporting members in which position the
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outer portion or periphery of the work-
piece is ceoaxial or approximately so with
said work - supporting members, in tempo-
rarily retaining said receiving or position-
ing member with the work-piece in said cen-
tral position to permit said work-support-
ing members to engage the work-piece from
opposite sides or ends, in moving said re-

.ceiving or positioning member into its

normal position below or away from the
work - piece to clear the latter during the
rolling or operating process, in again mov-
ing said receiving or positioning member
into a positioh to receive the work-piece -or

finished article, and in moving said receiv--

ing or positioning member with the work-
piece or finished article from said central
position of the work-piece to its said extreme
opposite position.

11. The method of receiving a heated in-
got, bloom, blank or other work-piece in an
apparatus or mill for rolling or forming
car wheels or other cireular bodies and low-
ering said work-piece from a position above
the woerk-supporting means to a position
in which it is to be supported or operated
upon, which consists in placing the work-
piece cnto a movable part of a positioning
mechanism arranged normally below or
away from said work-supporting means and
adapted -for operating from a position or
positions below to a position above said work-
supporting means, in therewith lowering
and positioning the work-piece into a posi-
tion in which the outer portion or periphery

 of the work-piece is coaxial or approxi-
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mately so with said work-supporting means.
12. The method of receiving a heated in-

‘got, bloom, blank or other work-piece in

an apparatus or mill for rolling or forming
car wheels or other circular hodies and low-
ering said work-piece from a position above

2

the work-supporting means to a position in
which it is to be operated upon, which con-
sists ‘n placing the work-piece onto a posi-
tioning mechanism adapted for operating
between positions below and above said
work-supporting means, in therewith low-
ering and positioning the work-piece into a
position central with said work-supporting
means, and in temporarily retaining said
positioning mechanism with the work-piece
in said position central with said work-sup-
porting means to permit the latter to en-
gage the work-piece.

13, The miethod of receiving a work-piece
or finished article and raising the same from
the position it occupies during the operating
process to a position above or away from the
work-supporting means in an apparatus or
mill for rolling or forming car wheels or
other ecircular bodies, which consists in plae-

70

75

80

85

ing the work-piece or finished article onto

a positioning mechanism arranged below
and adapted to operate between positions
below and above said work-supporting
means, in therewith raising said work-piece
or finished article from the position. it oc-
cupies during the operating process to a po-
sition above or away from said work-sup-
porting nieans.

14. The method of receiving a work-piece
or finished article and raising the same from
a position between the work-supporting
means to a position above, said work-sup-
porting means in an apparatus or mill for
rolling or forming car wheels or other circu-
lar bodies, which consists in placing the
work-piece or finished article onto a posi-
tioning mechanism arranged below said
work-supporting means and adapted to op-
erate between positions below and above said
work-supporting ‘means, and In therewith
raising said work-piece or finished article
to a position above said work-supporting
means. o :

15. The method of receiving a heated in-
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got, bloom, blank or other work-piece in an .

apparatus or mill for rolling or forming car.

wheels or other circular bodies, placing said
work-piece into and temporarily retaining
the same in proper position to be operated
upon, of clearing the work-piece so it may
be operated upon, of receiving the work-
piece or finished article and carrying the
same from the position it occupies during
the operating process to a position above or
away from the work-supporting means or
other -operating parts of said apparatus or
mill to be removed therefrom, which con-
sists in placing the work-piece onto a posi-

_tioning mechanism arranged normally in a

position below or away from the work-piece
or from said work-supporting means or said
other operating parts and adapted to oper-
ate in a plane between said work-supporting
means or said other operating parts and as-
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carrying the work-piece from said extreme
opposite position and positioning the work-
piece into proper position to be operated
upen, in temporarily retaining said position-

ing mechanism with the work-piece in said.

proper position to permit said work-piece
to be engaged or operated upon, in position-
ing or moving said positioning mechanism
into said normal position below or away
from the work-piece to clear the same during
the operating proeess, in positioning or mov-
ing said positioning mechanism into a posi-
tion to receive the work-piece or finished ar-
ticle, and in operating or moving said posi-
tioning mechanism to carry the work-piece
or finished article from said proper position
to or toward saild extreme opposite position
to be removed from said apparatus or mill.

16. The method of rvecelving a heated in-
got, bloom, blank or other work-piece in an
apparatus or mill for rolling or forming car

~ wheels-or other circular bodies and carrying
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the said work-piece from a position above
or from a position away from the work-sup-
porting means or-from a position above or
away from the rolls to a position central
with said work-supporting means to be cen-
trally pierced, or perietrated, or centered by
said work-supporting means and therewith
supported during the rolling or operating

" process; which consists in placing the work-
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piece onto a receiving member of a position-
ing device arranged normally below or away
from said work-supporting means or from
said rolls and adapted to operate in a plane
between said work-supporting means or said
rolls and assume a position above or directly
opposite said normal position, in therewith
carrying the work-piece from a position

above or from said directly opposite posi-

tion away from said work-supporting means
or from: a position above or from said di-
rectly opposite position away from the rolls

 to a position in which the center of the outer
portion or.periphery of the work-piece isin

line or approximately in line with the cen-

ters or axes of said work-supporting means.

17. The method of receiving a heated in-
got, bloom, blank, or othér work-piece in an
apparatus or mill for rolling or forming car

wheels or other circular bodies and carrying

the said work-piece from a position above
or from a position away from the piercers

. or work-supporting centers or from a, posi-

tion above or away from the rolls to a posi-

~tion central with said piercers or work-sup-
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porting -centers to be centrally pierced, or
penetrated, or centered by said piercers or
work-supporting centers-and therewith sup-
ported during the rolling or operating proc-
ess, which consists in placing the work-piece
onto a receiving or supporting member of
a positioning device arranged normally be-

1,243,058

low or away from said piercers or work-
supporting centers or. from said rolls and
adapted to operate in a plane between said
piercers or work-supporting centers and as-
surne 4 position above or directly opposite
said normal position, in therewith carrying
the work-piece from a position above or
from said directly opposite position away
from said piercers or work-supporting cen-

“ters or from a position above or from said

directly opposite. position away from said
rolls to a central position in which the center
of the outer portion or periphery of the
work-piece is in line or approximately in
line with the centers or axes of said piercers
or work-supporting centers, and in tempo-
rarily retaiming sald receiving or support-
ing member with the work-piece in said cen-
tral position to permit said piercers or work-

‘supporting centers to pierce or penetrate or

center said work-piece in the center or ap-
proximately-in the center of its outer por-

" tion or periphery and support the same.

18. The method of receiving a work-piece
or finished article in an apparatus or mill
for rolling or forming car wheels or other
circular bodies and carrying the said work-
piece or finished article from the position
it occupies during the rolling or operating

“process: to a position above or to a position

away from the work-supporting means -or
other operating parts or other members of
said apparatus or mill, which consists in
placing the work-piece or finished article
onto a receiving or supporting member of
a positioning device arranged normally be-
low or away from said work-supporting
means or away from said other operating
parts and adapted to operate in a plane be-

tween said work supporting means or said

other operating parts, in therewith carry-

ing said work-piece or finished article from-

the position it occupies during the rolling
or operating process to. a position above or

" away from said work-supporting means or

said other operating parts, or to a position
opposite sald normal position of said receiv-

ing or supporting member.

19. The method of receiving a work-piece
or finished article in an apparatus or mill
for rolling or forming car wheels or other
circular bodies and carrying the said work-
piece. or finished article from a position be-

tween the rolls or from a position between -
“the work-supporting meaus to a Pposition

above or to a position away from the rolls
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or to a position above or to a position away -

from said work-supporting means or other
operating parts of said apparatus or mill,
which consists in placing the work-piece or
finished article onto a receiving or support-
ing member of a positioning device arranged
normally below or away from said work-
supporting means or said other operating
parts and adapted for operating in a plane
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between said work-supporting means or said
other operating parts, in therewith carry-
ing said work-piece or finished article from
the position between or adjacent the rolls
or from the position between said work-
supporting means to a position above said
rolls or above said work-supporting means
or said other operating parts, or to a posi-
tion away from said rolls or said work-sup-
porting means other than the normal posi-
tion of said receiving or supporting member.

20. The herein. described method of re-
ceiving a heated ingot, bloom, blank, or
other work-piece in an apparatus or mill
for rolling or forming car wheels or other
circular bodies, placing the same centrally
between the work-supporting means to be
centrally pierced, or penetrated, or centered
or otherwise operated upon by said support-
ing means and supported therewith, of re-
celving the work-piece or finished article
and carrying the same from the position be-
tween said work-supporting means to a
position above or to a position away from
said work-supporting means or to a position
above or to a position away from the rolls,
which consists in placing the work-piece
onto a receiving or supporting member of a
positioning device arranged normally below
or away from said work-supporting’ means
and adapted to operateina plane between said
work-supporting means or said rolls and
assume a position above said work-support-
ing means or said rolls or a position away
from said work-supporting means or said
rolls other than its said normal position, in
therewith carrying the work-piece from' a
position above said work-supporting means
or.above said rolls or from a position away
from said work-supporting means or said
rolls other than its said normal position to
a central position between said work-sup-
porting means in which position the center
of the outer portion or periphery of the
work-piece is in line or approximately in
line with the centers or axes of said work-
supporting means, in temporarily retaining

sald receiving or supporting member of said-

device with the work-piece temporarily held
thereby in said central position to permit
said work-supporting means to ‘centrally
pierce, or penetrate, or center, or otherwise
operate upon said work-piece, in moving
said receiving or supporting member away
from the work-piece into a position to clear
the work-piece during the rolling or operat-
ing process, in again moving said receiving
or supporting member toward or against
the work-piece into a position to receive the
work-piece or finished article, and in then
moving said receiving or supporting mem-
ber with the work-piece or finished article
from said central position of the work-piece
to a position above said work-supporting
means or above said rolls, or to a position

4L

away from said work-supporting means or
said rolls other than said normal position.

'21. The method of receiving a heated in-
got, bloom, blank or other work-piece in an
apparatus or mill for rolling or forming car
wheels or other circular bodies and carrying
the said work-piece from a position above
or from a position away from the work-
supporting members or  from a position
above or away from the rolls to a position in

which” it is to be supported and operated .

upon, which consists in placing the work-
plece onto a receiving or positioning mem-
ber of a positioning mechanism arranged in
a fixed position below or away from said

supporting members and adapted to operate -

in a plane between said work-supporting
members or said rolls and assume a position
above said work - supporting members or
said rolls or a position away from said work-
supporting members or said rolls other than
satd normal position, in therewith carrying
and positioning the work-piece from ‘said
assumed position into a central position in
which the. outer portion or periphery of the
work-piece is coaxial or approximately so
with said work-supporting members, and in
temporarily retaining said receiving or po-

‘sitioning member of said mechanism with

the work-piece in said. central or coaxial
position to permit said work - supporting
members to engage the work-piece from op-
posite sides.

22. The method of receiving a work-piece
or finished article in an apparatus or mill
for rolling or forming car wheels or other
cirenlar bodies and carrying the sald work-
piece or finished article from a position be-
tween the rolls or from a position between
the work-supporting members to a position
above or to a position away from said rolls
or to a position above or away from said
work-supporting members, which consists in

placing the work-piece or finished article .

onto a receiving or positioning member of a
positioning mechanism arranged normally
below or away from said work:supporting
members and adapted to operate in a plane

- between said work-supporting ‘members or

said rolls, in therewith carrying said work-

piece or finished article to a position above

said rolls or above said work-supporting
members, or to a position away from said
rolls or said work-supporting members other
than said normal position.

23. The method of receiving a heated in-
got, bloom, blank or other work-piece in an
apparatus or mill for rolling or forming

‘car wheels or other circuldar bodies and car-

rying said work-piece from a position above
or from a position away from the work-
supporting means to a position in which it
1s to be supported or operated upon, which
consists in placing the work-piece onto a
positioning ‘mechanism arranged normally
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means and adapted for operating from
such position to a position above or to.a
position away from said work-supporting
means other than said normal position, and
in therewith carrying and positioning the
work-piece into a position in which the outer
portion or periphery of the work-piece is
coaxial or approximately so with said work-
supporting ‘means. ‘

94. The method of receiving a heated in-
got, bloom, blank, or other work-piece in
an apparatus or mill for rolling or form-
ing car wheels or other circular bodies and
carrying said work-piece from a position
above or from a position away from the
work-supporting means or other operating
parts of said apparatus or mill to a position
in which it is to be operated upon, which
consists in placing the work-piece onto. a
positioning mechanism adapted for operat-
ing means and between positions at opposite
points of and away from said work-support-
ing means, in therewith carrying and posi-
tioning the work-piece into a position cen-

‘tral, or approximately so with said work-

supporting means, and in temporarily re-
taining said positioning mechanism with

ing in a plane between said work-support-.

1,243,053

engaging members or said rolling or form-

ing members, in temporarily retaining said-
receiving or positioning member in" said

proper- position to permit the work-piece to
be engaged by said central engaging mem-
bers or by said rolling or forming members,
in moving said receiving or positioning
member away from the work-piece into a
position to clear the work-piece during the
operating process, in again moving said re-

ceiving or positioning member into.a posi-.

70

75

tion to receive the work-piece or finished

article, and in then moving said receiving or
positioning member With the work-piece or
finished article to a position above or away

from the said central engaging members or -

_from said rolling or forming members to be

the work-piece in said position central with

said work-supporting means to permit said
work-supporting means to engage the work-
piece. :

25,

from a position between the work-support-

_ ing means to a position away from said

40

45

50

85

60

85

work-supporting means in an apparatus or
mill for rolling or forming car wheels or
other civcular bodies, which consists in plac-
ing the work-piece or finished article onto a
positioning mechanism arranged in a fixed
position away from said work-supporting

‘means and adapted to operate between posi-

tions at opposite points of and away irom
said work-supporting means, and in there-
with carrying said work-piece or_ finished

, The method of receiving a work-piece -
or finished article and carrying the same

removed from sald apparatus or mill.

" 97. The method of positioning a work-
piece into an apparatus or mill for rolling
or otherwise forming articles of manufac-
ture and of removing the finished product
or article therefrom, which consists in plac-
ing the work-piece onto a receiving or posi-

‘tioning member of a rectilinearly movable

positioning device arranged in-a fixed posi-

80

85

90

tion below or away and adapted to operate . '

in a plane between the central engaging:

members or between the rolling or forming
menibers of said apparatus or mill, in there-

eng#ged or operated upon, in moving said
receiving or positioning member away from
the work-piece into a position to clear the
work-piece and thus retain said receiving or
positioning ‘' member during the operating
process, in again moving said receiving or
positioning member into a position to re:

ceive the work-piece or fmishe(f article, and,
in then moving said receiving or positioning
member with the work-piece or finished ar- .

ticle to a position above or away from the
said central engaging members or from said
rolling or forming members to be removed

.from said apparatus or mill.

article to a-position away from said work- -

supporting means to be removed from . the
apparatus or mill.: s

26. The method
piece into an apparatus or mill for rolling

or otherwise forming articles of manufac-

‘ture and of remeving the finished ‘product

or article therefrom, which consists in plac-
ing the work-piece onto a recelving or posi-

of p_osiﬁohi.ng ‘2 work- "

tioning member of a rectilinearly movable -
_positioning device arranged in a fixed posi-

tion below or away and adapted to operate

in a plane between the central engaging.

members or between the rolling or forming
members of said apparatus or mill, in there-
with carrying and positioning the work-
piece into proper position so as to permit the
work-piece to be engaged by said central

28. The method of positioning a work-
piece into an apparatus or mill for rolling
or otherwise forming articles of manufac-
ture and of removing the finished article or
product therefrom, which consists in plac-
ing the work-piece onto a rectilinearly mov-
able positioning device arranged normally
below or away frem.and adapted to operate
in a plane between. the engaging or the roll-
ing or the forming members of said appa-
ratus or mill and between said normal posi-
tion and another or extreme position of said
device at an opposite point above or away
from said engaging or said rolling or said

forming members, in operating said posi-.

tioning device to place the work-piece into

_proper position to be engaged or operated

upon, to release and clear the work-piece

95

with carrying and positioning and tempo- -
rarily retaining the work-piece into proper.
position so as to permit the work-piece to be -
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during the operating process, and to receive
the work-piece or finished article and place
the same into said extreme position to be
removed from the apparatus or mill.

29. The method of positioning a work-
piece into an apparatus or mill for rolling
or otherwise forming articles of manufac-
ture and of removing the finished article or

product therefrom, which consists in plac- .

ing the work-piece upon a rectilinearly mov-
able positioning device arranged normally
away from and adapted to operate in a
plane between the engaging or the rolling
or the forming members of said apparatus
or mill and between said normal position
and another or extreme position of said de-.
vice at an opposite point away from said. en-
gaging or said rolling or said forming mem-
bers, in operating said positioning device to
place the work-piece into proper position to
be engaged or operated upon and to receive
the work-piece or finished article and place
the same into said extreme position to be re-
moved from the apparatus or mill.

30. The method of positioning a work-
piece into an apparatus or mill for rolling
or otherwise forming articles of manufaec-
ture and of removing the finishied article or
product therefrom, which consists in plac-
ing the work-piece onto a rectilinearly mov-
able positioning device, in operating said
positioning device to place the work-piece
into proper position to be engaged or oper-
ated upon, to release and clear the work-piece
during the operating process, and to receive
the work-piece or finished article and place
the same into position to. be removed from
the apparatus or mill.

81. The method of/positioning a work-
piece into an apparatus or mill for rolling or’

otherwise forming articles of manufacture-

and of removing the finished article or prod-
uct therefrom, which consists in placing the
work-piece onto a rectilinearly movable po-
sitioning device, in operating said position-
ing device to receive the work-piece and place
the same into proper position to be engaged
or operated upon, and to receive the work-
piece or finished article and place the same
into position to be removed from the appa-
ratus or mill. - :

32. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,

mechanism for positioning ‘a work-piece -

comprising a cylinder, a piston within said
cylinder having a piston-rod extending
therefrom, means at the oufer end of said

piston-rod adapted-to receive a work-piece -
or finished article, and a stop on said pistons:-
rod to limit the movement thereof in one -

direction. .

33. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,

mechanism for positioninga work-piece com- . ;
prising a cylinder having a piston provided: ‘p;

S

with a piston-rod, means at the outer end of
said piston-rod adapted to receive a work-
piece or finished article, means to limit the
movement of said piston in one direction,
and a stop adjustable on said piston-rod and
adapted to engage said cylinder to limit the

‘movement of said piston in its other direc-

tion. :

34. In an apparatus or mill for rolling or.

forming car wheels or other circular bodies,
mechanism for positioning a_work-piece
comprising an outer fixed cylinder, a piston
within said cylinder having a piston-rod
serving also as an inner cylinder, a piston
within said inner cylinder having a piston-

‘rod, and means at the outer end of said last-

mentioned piston-rod to receive a work-piece
or finished article. v v

35. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a device for positioning a work-piece com-
prising an outer fixed cylinder, a piston with-
in said outer cylinder having a piston-rod
serving also as an inner cylinder, a piston
within said inner cylinder having a piston-
rod, a carrying and positioning member at
the outer end of said last-mentioned piston-
rod to receive the work-piece or finished ar-
ticle, means to limit the movement of said
first-mentioned 'piston-rod in one direction,
and an adjustable stop codperating with said
first-mentioned piston-rod and adapted to
engage said outer fixed cylinder to limit the
movement of said first-mentioned piston-rod
in its other direction.

36."In an apparatus or mill for rolling or
forming car wheels or other' circular bodies,
a device for positioning a work-piece com-
prising an outer cylinder having a fized po-
sition, a piston within said cylinder having
a piston-rod serving also as an inner cylin-
der, a piston within said inner cylinder hav-
ing a piston-rod, a carrying and positioning
member at the outer end of said last-men-
tioned piston-rod to receive the work-piece
or finished article, and means to 'limit the

movement, of each of said pistons in both
.directions. :
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37. In an apparatus or mill for rolling or ,

otherwise forming articles of manufdcture,

118

a rectilinearly movable device for position- -

said cylinder having a piston-rod serving
also as an inner cylinder, a piston within

.ing-a work-piece comprising an outer eylin- - :
der having a fixed position, a piston within .~

120

said inner cylinder having a piston-rod; a -

outer end of said last-mentioned piston-rod

receiving and positioning member at the -

to receive the work-piece or finished article," -

and means to limit the movements of said-
pistons in one or in opposite directions.

128°

38. Tn'an apparatus or-mill for rolling or:

forming car wheels or other circular bodies,
g device for positioning a work-piece com-

ing a support having a fixed position, an

189
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outer cylinder‘ fastened to said suppbl‘.t and

having guides or lugs at one end, a piston
within said cylinder having a piston-rod
serving also as an inner cylinder and being

provided at its outer end with a cross piece.

. -or flange, guide and stop rods secured to said

10

15

cross piece or flange and slidable in said
guides or lugs, and adjustable means on said
guide and stop rods adapted to engage said
guides or lugs to limit the movement of said

piston-rod or inner cylinder in one direction.,

39. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a device for positioning a work-piece com-
prising a support having a fixed position, an
outer cylinder fastened to said support and

- having guides at one end, a piston within

20

25
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35

said cylinder having a piston-rod serving
also as an inner cylinder and being provided
at its outer end with a cross piece or flange,
guide and stop rods secured with one of
their ends to said cross piece or flange and
slidable in said guides, and adjustable stops
on said guide and stop rods at their other
ends adapted to engage one of thé ends of
said guides to limit the movement of said
piston-rod or inner cylinder in one direction,
said cross piece or flange being also adapted
to engage the other ends of said guides to
limit the movement of said piston-rod, or
inner cylinder in the other direction. .

40. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
mechanism for positioning - a work-piece
comprising an outer cylinder having guides

~ or lugs at one end, a piston within said cyl-

40

45

50

35

60

85

inder having a piston-rod serving also as an
inner cylinder and being provided at its
outer end with a cross piece or flange, guide
and stop rods secured with one of their ends

to said cross piece or flange and slidable in

said guides or lugs, nuts adjustable on said
rods at their other ends to limit the move-
ment of said nner cylinder in one direction,

a piston within said inner cylinder having-a.

piston-rod, means at the outer end of said
Iast-mentioned. piston-rod adapted to receive
the work-piece-or finished article, and a.stop
adjustable on said last-mentioned piston-rod
to limit the inward movement thereof.

41, In-an apparatus or mill for rolling or

forming car wheels or other circular bodies, -

mechanism for positioning a work-piece
comprising a cylinder, a. piston within said
cylinder having a piston-rod, means at the
outer end of said piston-rod adapted to re-

ceive the work-piece or finished article,
means whereby a constant pressure is ex- .

erted against said piston in one direction,
and means: whereby pressure .is: exerted
against said piston in its other direction to
overcome said constant pressure.

42, In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a device for positioning a work-piece -com-

1,243,063

prising a support having a fixed position, an
outer cylinder fastened to said support; a
piston within said cylinder having a piston-
rod serving also as an inner cylinder, a pis-
ton within said inner cylinder having a pis-
ton-rod, means whereby a constant pressure

‘is exerted against said first-mentioned piston

in -one direction, and means whereby pres-
sure is exerted against said first-mentioned
piston in its other direction to overcome said
constant pressure. . ,

48. In an apparatus-or mill for rolling or

70

75

forming car wheels or other circular bodies,

a device for positioning a work-piece com-
prising a support having a fixed position, an
outer cylinder fastened to said support, a
piston within said outer cylinder having a
piston-rod serving also as an inner cylinder,
a piston within said inner cylinder having a
piston-rod, means at the outer end of said
last-mentioned piston-rod to receive a work-
piece or finished article, means whereby 2
constant pressure is exerted against said

80

85

first-mentioned piston in one direction, means

whereby pressure is exerted against said

" first-mentioned piston in its other direction

to overcome said constant pressure, means
whereby 2 constant pressure is “exerfed
against said second-mentioned piston in one
direction, and means whereby pressure is

_exerted ‘against said second-mentioned pis-

ton in its other direction to overcome said
constant pressure exerted against said sec-
ond-mentioned piston.

44, In an apparatus or mill for rolling or
forming car wheels or other circular bodies,

-mechanism comprising a vertically disposed

cylinder, a piston within said cylinder hav-
ing a hollow piston-rod serving also as a
second cylinder, a piston within said second
cylinder having a piston-rod, means at the
outer end-of said last-meéntioned piston-rod.
to receive a work-piece or finished article,.
and mesans whereby a power or pressure
medium or- mediums ‘are caused to act
against each of said pistons to position said
piston-rods in extended, retracted or inter-
mediate positions.
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45. In an apparatus or mill for rolling or -

otherwise forming articles of manufacture, a

115

rectilinearly movable device comprising an. -

outer cylinder arranged in a fixed position,
a piston within said outer cylinder having a
hollow piston-rod serving also as a_second
cylinder, a piston within said second c¢ylin-
der having a piston-rod, means at the outer
end of said last-mentioned piston-rod to re-
ceive a work-piece or finished article, and
means whereby a power or pressure medium .
or mediums are caused to act against each

-of said pistons to position said piston-rods

in extended, retracted or intermediate posi-
tions. - : N

46, In an apparatus -or. mill for rolling
or forming car wheels or other circular
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bodies, a raising, lowering and retaining de-
vice having an outer cylinder, a piston with-

in said outer cylinder having a hollow ‘pis--

ton-rod ‘serving also as an inner cylinder
and having a vertically-ribbed rod arranged
centrally therein, a piston within said n-
ner cylinder having a hollow piston-rod into
which said ribbed rod extends, and means
at the outer end of said last-mentioned pis-
tont-rod for receiving a work-piece or finished
article. o

47. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
mechanism comprising an outer cylinder ar-
ranged in.a fixed position, a piston within
said outer eylinder having a hollow piston-
rod serving also as an inner cylinder and
having a vibbed axially-disposed rod fixedly
arranged therein, a piston within said inner
¢ylinder having a central bore and a piston-
rod with a central bore into which said
ribbed rod extends, and means at the outer
end of said last-mentioned piston rod. for
receiving a work-piece or finished article.

48. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a raising, lowering and retaining device hav-
ing a vertically disposed onter cylinder, a
piston within said outer cylinder having a
hollow piston-rod serving also as an inner
eylinder, means to prevent rotation of said
hollow piston-rod, a piston within said hol-
Ipw piston-rod itself provided with a piston-

rod, means within said inner eylinder to pre-

vent rotation of said last-mentioned piston-
rod, and means at the outer end of said last-
mentioned piston --rod to receive a work-
piece or finished article. '

49. In an apparatus or mill for rolling

2 or forming car wheels or other civeular

bodies, mechanism comprising an outer
cylinder arranged in a fixed position, a pis-
ton within said outer cylinder having a pis-

ton-rod with & bore serving as an inner
s cylinder, means to prevent rotation of said

bored piston-rod, a piston within said bored
piston-rod itself provided with a piston-rod,
means to prevent rotation of said last-men-

tioned piston-rod, and means at the outer

end of said last-mentioned piston-rod to re-
ceive a work-piece or finished article.

50. In an apparatus or mill for rolling or
forming car wheels or other circular bogies,
a device for raising, lowering and retaining
a work-piece having an outer cylinder, a pis-
ton within said outer cylinder held against
rotation therein and having a hollow piston-
rod serving also as an inner cylinder, a pis-
ton within said inner cylinder having a cen-
tral bore and a bushing secured on said bore,
said last-mentioned piston having also a hol-

" low piston rod, means at the outer end of

85

said last-mentioned piston-rod for receiving
a work-piece or finished article, and a ribbed
rod secured centrally to the first-mentioned

\

iks)}

piston and extending centrally into said in-
ner cylinder and into the hollow piston-rod
of said second-mentioned piston and fitting
the bushing in said second-mentioned piston,
said bushing having its hole shaped or
formed so as to correspond with the cross
section of said ribbed rod.

51. In an apparatus or mill for rolling or
otherwise forming articles of manufacture,
a rectilinearly movable device for position-
ing a work-piece comprising an outer cylin-
der, a piston within said outer cylinder hav-
ing a piston-rod with a central bore serving
as an inner cylinder, a piston within said
inner cylinder having a-central bore and a
bushing secured thereto, said last-mentioned
piston having also a piston-rod with a cen-

tral bore, a receiving or positioning mem-

ber at the outer end of said last-mentioned
piston-rod for receivirig a work-piece or
finished article, and a ribbed rod secured
centrally to the first-mentioned piston and
extending centrally into said inner cylinder
and into the bored piston-rod of said sec-
ond-mentioned ‘piston and fitting the bush-

ing in said second-mentioned piston, said
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bushing having its hole shaped or formed so

as to correspond with the cross-section of
said ribbed rod. ]
52. In an apparatus or mill for rolling or

. forming car wheels or other circular bodies,

mechanism for positioning a work-piece
comprising an outer cylinder, a piston with-
in said cylinder having a hollow piston-rod
serving also as an inner cylinder, said outer
cylinder having ports to direct a power or
pressure agent or agents against opposite
ends of said piston and having also a cham-
ber and an inlet leading a power or pressure
agent to said chamber, a pipe telescoping

into said chamber and arranged to move.

with said pisten or inner cylinder, a piston
within said second or inner cylinder, and
ports within said second or inner cylinder
to direct’a power or pressure agent or agents

" against opposite ends of the piston therein,

said second-mentioned piston having a pis-
ton-rod, and a receiving or positioning mem-
ber at the outer end of said last-mentioned
piston-rod to receive a work-piece or finished
article, , ; .

53. In an apparatus or mill for rolling or
forming car wheels or other circular bodies;
a raising, lowering and retaining ‘device
comprising g vertically disposed outer cyl-
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inder having a chamber adapted. to receive

4 power or pressure agent, a piston within
said outer cylinder having a piston-rod serv-
ing also as an inner cylinder, said outer cyl-
inder having a port for the power or pres-
sure agent to direct the same against.the
lower end of said piston, a piston within
said inner cylinder having a piston-rod, a
receiving or positioning member at the outer
end of said last-mentioned piston-rod to re-
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ceive a work-piece or finished article, said
inner cylinder having a port for a power or
pressure agent to direct the same against
‘the lower end of the piston therein, and ele-
scopic connection between said last-men-
tioned port and the chamber of said outer
cylinder. ‘

54, In an appara
forming car wheels or other circular bodies,
mechanism for positioning a work-piece
comprising an outer cylinder arranged in a
fixed position and having a chamber adapted
to receive a power or pressure agent, a pis-

ton within said - outer cylinder having a

piston-rod serving also as an inner cylinder,
said outer cylinder having a port for the
power or pressure agent to direct the same
against the lower end of said piston, a pis-
ton within said inner cylinder having a pis-
ton-rod, means at the outer end of said last-
mentioned piston-rod to receive a work-piece
or finished article, said inner ¢ylinder having
a port for a power or presspre agent to di-
rect the same against the lower end of the
piston therein, and a pipe telescoping inte
‘the chamber of said outer cylinder and con-
nected with said last-mentioned port.

55. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a work-positioning device arranged below

and adapted to operate in a plane between

the work-supporting means and between po-
sitions below and above said work-support-
ing means or between positions below and
above the rolls of said apparatus or mill,

said device comprising means for receiving .

the work-piece, and means for lowering the

- work-piece from a position above said work-

40

supporting means of from a position above
said rolls to a position in which the center

" of the outer portion. or \periphery of the

- 45

work-piece is in line or approximately in

line with the centers or axes of said work-

supporting means. , o
56. In an apparatus or rill for rolling or
forming car wheels or other circular bodies,

_a work-positioning device arranged below

50

-and being adapted to operate in a plane be-
tween the piercers or work-supporting cen-

ters or work-supporting means and between

- positions below and above said piercers, or

;"Work-su¥porting centers or work-supporting.
said apparatus or mill, said device

55"

60

-means o

comprising means for recéiving the work-
piece, and mechanism for lowering the work-
piece from a position above said piercers or

work-supporting centers ot work-supporting

means to a central position in which the
center of the outer portion or periphery of
the work-piece is in line or approximately
in ‘line with the centers or axes of- said
piercers or work-supporting centers or work-
supporting means and for temporarily re-
taining said work-piece in said central posi-

]

\

tus or mill for rolling or’

1,248,053

tion to permit said piercers or work-sup-
porting centers or work-supporting means
to pierce, or penetrate, or center said work-
piece in the center of its outer portion or
periphery. T : ‘

* 57. In an apparatus or mill for rolling or

a work-positioning device arranged below
and adapted to operate in a plane between
the work-supporting means and between po-

~ gitions below and above said work-support-

ing means or positions below and above the
rolls of said apparatus or mill, said device
comprising means to receive a work-piece or
finished article, and mechanism for raising
the work-piece or finished article from .the
position it occupies during -the rolling or
operating process to a position above said
work-supporting means or to a position
above said rolls. \

58. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a work-positioning device arranged below
and adapted to operate in a plane between
the work-supporting means or_the rolls and
between positions below and -above_ said
work-supporting means or between positions
below and above said rolls of said apparatus
or mill, said deviece comprising means to
receive a work-piece or finished article, and
mechanism §0 raise the work-piece or fin-
ished article from a position between the
rolls or from -a position between said work-
supporting means to a position above the
rolls or to a position above said work-sup-
porting means of said ap%nratus or mill.

59. In an apparatus or mill for rolling or
forming car wheels or other eircular-bodies,

the work-supporting means or the rolls and
between positions below and above said
work-supporting means or positions below
and above said rolls of said apparatus or

~mill, said device comprising means to re-

ceive the work-piece, and mechanism for
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_forming car wheels or other circular bodies, -
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‘o work-positioning device arranged below
and adapted to operate in a plane between

105

1167

lowering. the work-piece from a position

above said work-supporting means or from
a position above.said rolls to & pesition cen-
tral and between said work-supporting
‘means with the center of the outer portion
or periphery of.the work-piece. in line or
approximately in line with the centers or

1156

axes of said work-supporting means, for .

temporarily retaining the work-piece In said
central position to permit . said work-sup-
‘porting means to centrally engage the work-

-~ piece, for lowering said receiving means of

said device away from the work-piece into
a position below the work-piece to clear the
same during the rolling or operating process,

‘for again raising said receiving means to a

position to receive the'WOrk—piece or  fin-
1shed article, and for raising the work-piece
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or finished a.rticle from said central posi-
tion to a positien above said work-support-
ing means or to a position above said rolls.

60. In an apparatus or mill for rolling or.

forming car wheels or other circular bodies,
a work-positioning device arranged below
and adapted to operate in a plane between
the work-supporting members and between

" positions below and above said work-sup-
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porting members of said apparatus or mill,
said device comprising mechanism for re-
ceiving the work-piece and for lowering and
pos1t10mng the work-piece into a position
in which the outer portion or periphery of
the work-piece is coaxial or approximately
so with the work-supporting members of
said apparatus or mill. v

61. In an apparatus or mill for rolli..g or
forming car wheels or other circular bodies,
a work-positioning device arranged below
and adapted to operate between positions be-
low and above the work-supporting mem-
bers or the rolls of said apparatus or mill,
said device comprising mechanism for re-

celving the work-piece and for lowering and .
posmomn,g,r the work- p1ece into -a position

in. which the work-piece is to be operated
upon.

62. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a work-positioning device arranged below
and adapted to operate between positions
below and above the work-supporting mem-
bers or the rolls or other operating parts
of said apparatus or mill, said device com-
prising mechanism for receiving the work-
piece or finished article and rzusm,g; the same
from the position it occupies during the
rolling or operating process to a position
above said work-supporting members or to a
position above said rolls or said other op-
erating parts.

63. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a Work -positioning device arranged below
or away from the work-supporting mem-
bers or the rolls or other operating parts
of said apparatus or mill and adapted to
operate between poditions at opposite points

of and away from said -work-supporting

members or said rolls or said other operat-
ing parts, sald device comprising mecha-
nism for receiving the work-piece or fin-
ished article and raising the same to a po-
sition above or away from said work-sup-
portmg members or said rolls or said other
operating parts.

64. In an apparatus or m111 for rolling or

forming car wheels or other circular bodles, .

a Work—positioning device arranged below
and adapted to operate in a plane between

positions below and above the work-sup--
“porting members or the rolls of said ap-

paratus . or mill, said device comprising

L7

means or mechanism for receiving the work-
piece and for lowering and for positioning
the work-piece into a central position be-
tween said work-supporting members with
the outer portion or periphery of the work-
piece coaxial or approximately so with said
work-supporting members, and also for tem-
porarily retaining the work-piece in said
central position to permit said work-sup-
porting - members to centrally “engage the

-work-piece from opposite sides, for-lowering

the operating parts of said device away

from the work-piece into a position below
the work-piece to clear the same during the.

rolling or operating process, for again rais-
ing the operating parts of said device to a
posttion to receive the work-piece or fin-

ished article, and for raising the work-piece

or finished article from sald central posi-
tion of the work- plece to a position above
said work-supporting members or toa posi-
tion above said rolls.

65. In_an apparatus or mill for rolling
or forming car wheels ‘or other circular
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bodies, a work-positioning device arranged .

below or away from the work-supporting
means or the rolls of said apparatus or mill
and adapted to operate in a plane adjacent
the work-supporting means and between po-
sitions at opposite points of and away from
said work-supporting ‘means or said rolls,

.said device comprising means or mechanism

for receiving the work-piece and for carry-
ing and positioning the work-piece into a
position in which the outer portion or pe-
riphery of the work-piece is coaxial or ap-
proximately so with said Work—supportmg
means,

66. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a work-positioning device arranged below

. or away from- the- work- -supporting means

and adapted to operate in a plane adjacent
the work-supporting means and between po-
sitions at opposite points-of and away from
said work-supporting means or-the rolls of
said. apparatus or mill, said device compris-
ing means or mechanism for receiving the
work-piece and for carrying and positioning
the work-piece into a position central with
said work-supporting means, and also for
temporarily retaining the w ork- -piece in said
position central with said work-supporting

means to permit said work-supporting means:

to centrally engage the work-piece.
67. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,

 a work-positioning device arranged below
or away from the work-supporting means

or the rolls of said apparatus or mill and
adapted to operate in a plane adjacent said
work-supporting means and between posi-
tions at opposite points of and away from
said work- supportmg means or said rolls,
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said device comprising means or mechanism

for receiving the work-piece or finished

article and for carrying the work-piece or
finished article from the position it occupies
during the rolling or operating process te
a position above or away from said work-
supporting means or said rolls.

68. In an apparatus or mill for rolling or
forming car wheels or other circular bogies,
a work-positioning device arranged in a

_ fixed position below or away from the work-
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supporting means or the rolls or other op-
erating parts of said apparatus or mill and
adapted to operate between positions at op-
posite points of and away from said work-
supporting means or said rolls or said other
operating - parts, said device comprising
means or mechanism for receiving a work-
piece or finished article and for carrying the
same to a position above or to a position
away from said work-supporting means or
said rolls or said other operating parts,

69. In an apparatus or mill for rolling or
forming car wheels or other circular bodies,
a work-positioning device arranged at one
side of the work-supporting means or the
rolls or other operating parts of said appa-
ratus or mill and adapted to operate between
positions at .opposite points of and away
from’ said work-supporting means or said
rolls or said other operating parts, said de-
vice comprising means or mechanism for re-
ceiving the work-piece and for carrying and
positioning the work-piece into a position
central with said work-supporting means
and for temporarily retaining the work-piece
in said central position to permit said work-

supporting means to centrally engage the -

work-piece, and also for moving the oper-
ating parts .of said device into a position
away from the work-piece to clear the work-

1,248,068

piece during the rolling or operating process,
for again moving sald operating parts to-
ward the work- piece into a position to
receive. the work-piece or finished article,
and for moving the work-piece or finished
article from said central position of the
work-piece to a. position to be removed from
said apparatus or mill, y

70. In an apparatus or mill for rolling or
otherwise forming articles of manufacture,
a work-positioning device arranged in a po-
sition below or away from the work-piece
or the rolls or the forming members or.other
operating parts of said apparatus or mill
and adapted to receive the.work-piece and
place and = position the same into proper po-
sition to be engaged or operated upon, to
release and clear the work-piece during the
operating process, and to receive the work-
piece or finished article and place the same
into position to be removed from the appa-
ratus or mill. :

71. In an apparatus or mill for rolling
or otherwise forming articles 6f manufac-
ture, a work-positioning device arranged in
a position below or away from the work-
piece or the rolls or the forming members
or other operating parts of said apparatus
or mill and adapted to receive the work-piece
and place the same into proper position to
be engaged .or operated upon, and to receive
the work-piece or finished article and place
the same into proper. position to be removed
from the apparatus or mill. '

In testimony whereof, I have hereunto set
my hand. - :

; .. LOUIS F. DIETER.

Witnesses: _ , :

E. M. Scewziesr,
‘E. J. Muzymr.
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