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UNITED STATES PATENT OFFICE. 
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METHOD OF MANUFACTURING PLATES. 

No. 902,767. 
Application filed January 26, 1903, 

To all whom it may concern: 
Ie it known that I, II, Y F. Sir ELI), N. 

a citizen of the United States, residing it 
IPittsburg, in the county of Allegheny at 
State of Pennsylvania, have inventel () (lis 
covered new and use fill in prove elits it 
Methods of Manufacturing Plates, of whicly 
the following is a specification. 

In the acco inpallying drawings which 
nake part of this specification, ir'e , is 
a plan view showing a pack of sleets with 
the edges there of 1(t lie? in 'agg't : ; -- they appear when the rolling of the pick 
finished, and Fig. 2 is an elevilio) of sep; 
rated pile of blanks cit froll a circle : 
shown on Fig. 1. } 
My novel process relates to the Hailufa'- 

ture of sheet letal and its objec's aire t () 
save a large percentage of what would be. 
coine st'i'a) if the listial rethods of ani 
face were follow : 1 () 'iliate (lhe 
shearing of the rollet sheets to stal (lar 
sizes: aid to save tile ai) expense in the pickling operation. 

Ordinarily, two or more, usually six, 
sheets are a cle in () : pile and passet 
through the rolls and such sheets of the 
pack as inity stick together a 'c' toi'i alait, so 
that the sheets, hay lie allel singly in 
their slose(eit feat (en. which involves along otlier things, pickling, cleaning. 
slhearing and stalling. The sticking to - 
rether (; f. the sheets is on the While in (l)- 
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the slica's lic p'('-'s will sep: ' ' the pack 
: il : ; is te?e: the jets : \, ( i view. 

(). - {k : ('' () i? it ( sects wi'l), 
is; the 'i: 'A' | "a ?tic'. is : list ilva itage. 

t c 1 III: 'ti (', 's(); ratt' she's 
are sel): "atly pickel p 1: la ('el is hold 
is it'lkling '': te's will sil't's between 

t ( : *i; it sick's. The 'i'it ('s with the 
site is ('ei are the lowe)'' ( is the lic'- 
klis at which it is in all sii ?inces of each 
- i.e. will le. Fold utt) (ellig rop 
erly rollect packs, that is, separating the sat 1: 
it to their coist it liet sheets, that (it' sit 

jetti), since 1): 'y I list be sea l'at et an 
the closer the sheets stick together the 
great ('i' throjection sic'e the force retire 
is ilso be increst'. When tle sheets (l) 
sfiel; together, it is in act to le previ'ite 
later thin sight it is sich case the 
force with which they stick together should 
be the least possible. 

In my process I ain in every act of roll 
ing a pile of sheets to lak: the sheets stick together into a pack which will lot separate 
or allow the sheets to slip or crawl during 
their subsequent treatinent. This is accor 
plished by bringing the plates up to a sufi 
ciently high tenerature and so regulating 
the pressure of the rolls that the sheets shall 
lecome in ore or less welded together; at 
any rate, the temperatire and pressi'e mist 
be such that, during all the subsequent han 
dling of the rolled pack, the latter will re 
Juain intact. If the sheets of the pack are 
not sufficiently stuck together, the severe 
blows, pressures and strains produced by 

faces of the sects which were ('t it is (it is ill 
11:e pack are stifliciently cleai or free ?till 
scale. I wild le stifliciently leai or free 
froi scale, if lot openet while (it lot () 
warrat the pission liki g : it the 
two outside sheets, le?':rtise, if it is lins 
14 on ex 'll let i for '(lit: it with lie is 'i' 
sheets, they will not bec it silize. If ''' 
agai, is a iii')'t: I st' is 'A' | r 'ss, 
viz., the picklig of the pick wit!; it op'il 
ing the stille, eitler wholly or ): 'tly. lei'e 
is a saving lot oily in the picki; solution. 
it is in the hall cling, as a whole in: 'k ('il 

be as expeditiously pickel as a single sleet. 
\ filler saving it's its als: from 1 t t t \- 
ing to cleai tie sheets which were between 
the exterior screts of the pack. 

in the stial practice the se: rated sheets 
a le sheared or scalect to certail stain: 'l 
sizes and to. no other's. in the 'cliig of the 
lacks the pressure of the 'lls ('a list's ille 
letal of the sheets to streal ()' flow out in 
the lanes of the sleets, wherely the la 'ks 
lic's nie thinier ; ), ("to secretly lic filli 
it: slees the reef (cole litre. Tl(' 

tietal ot's it flow sleeze () ( ( 'i'ily at 
the several edges of the sheets at ti' it is 
thereof flow farther than other's, act the 
edges become somewhat rolkel and not chel 
as shown at on the tra wing. 
The dotted line if shows the size of the 

largest sheet flat ("a) is cut. (lit. If a 
larger sized laik were to be cit of its 
edges would not be perfect, as tley Wolls ill 
clide stone of the not ches r. If a slaller 
standard sized sheet were to be c't (at the 
waste would be much increased. ()rliarily 
an inclh will be cut frol the sides and fro) 
four to six inches from one or both elids, 
and the cut-off edges will form waste or 
Scrap. 

In order to get perfect sheets of any 
standard size, for example, sheets thirty 
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inches wide, the sheets must be rolled at least of the pack, each sheet would by the old thirty-two inches wide, so that, when sheared process, be spoiled, as it is torn froi the Cir. 
to the required width, none of the breaks or 
notches on the edges will be included. In 

tiguous sheet; but if the pack be sampel 
before separating it into sheets, only a small 

the common practice, the rolled and pickled portion of the pack will be ruined. By 
sheets will be sheared to the standard size, leaving the sheets in the pack during treat 
even if the edges are not broken or notched lient subsequent to the rolling. als, ii) 
to the shearing line y, because the shearing many cases avoid tie necessity of a nealing 65 
Inachine is set for that standard size and the the blanks before shearing or stairping. 
change to a smaller size would involve too 
great a loss of time and the operator will not 
have time to inspect each sheet to see what 
standard size it call be cut to Any inspec 
tion of the sheets would add materially to opened pack may be pickled and then the cost of manufacture. - 

In the practice of all the steps of lay in 
vention, I avoid the shearing of the sheets: 
but I may, of course, shear the pack to some 
standard size before separating the sheets, if 
the product is desired in squared or rectan 
gular sheets. Preferably omit altogether 
the shearing and send the packs to a starup 
ing Inachine which blanks out a number of 
piles of blanks, the circle 2 indicating how 
the blanks will be cut from the pack. 

It is not practical to stamp or shear two 
or more loosely superposed metal sheets as 
they will slip or crawl on each other. There 
fore, in order to prevent the crawl of the 
sheets I desire to have the sheets of the pack 
remain stuck together not only until the 
pack is pickled, but also until it has been 
sheared or stamped into blanks, 2. If the 
pack be not rolled so as to keep the sheets 
stuck together until they are sheared or 
stamped, then a part of the objects of my 
invention will not be attained. The stick 
ing of the sheets together so that they will 
stay together during subsequent treatment 
should not be left to chance, if the best re 
sults are expected. 

After the piles of small blanks have been 
stamped they are sent to the openers, or per 
sons who separate the piles in?to individual 
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blanks. The blanks being small will be opened easily compared with the force re 
A. to open the packs as they colne from 
the rolls, because the edges of the sheets in 
the packs are somewhat interlocked by means 
of (R interlocking of the broken edges of 
the sheets. This is quite an advantage over 
the old way and is quite evident even in the 
separation of the sheets of squared packs, 
that is, packs cut with rectangular corners. 

In case a bad spot occurs in the middle of 
one sheet and the defect is transmitted in 
rolling to several or all of the other sheets 

It is clear-that nly method in its preferrel 
form may be modified, for esample, the pic 
king may be in soille instances elii in a text; 
the rolled pack lay be separated into a plu 
I'ality of pitck: ) (fore stamping; the uri 

shealed and statupied : or the unopened pack 
n: y be picketi. aid then opened anct 
stainped, or opened and sheared and 
stamped. The process may be otherwise 
lodified an I do not therefore desire to 
lin it alyself to the practice of all the steps 
indicate, but i? desire protection of the 
various sub-prict'sses thereof and of , slicit . 
changes as may fairly coine within the scope 
of y invention. 

Having described my invention, claim :-- 
1. In the manufacture of sheet metal, rol}- 

ing a plurality of sheets so that they become 
incipiently welded or adhere together into a 
pack to such an extent that they will remain 
together during subsequent treatment, sub 
sequently stamping a plurality of said sheets 
into a plurality of blanks, and then separat 
ing the welded or adherent blanks. 

2. In the manufacture of sheet metal, roll 
ing a plurality of sheets so that the sarie 
become incipiently welded or adhere to. 
gether into a pack to such an extent that 
they will 'enlaj) together during subsequent 
treatment, and picking a plurality of the 
sheets while in sich welded or adherent con 
dition. 

3. The method of imanufacturing sheets of 
metal, which consists in heating the sheets, 
rolling a plurality of superposed heated 
sheets into an adherent pack, treating the 
pack with a picking solution to remove the 
scale, Stanlping separate packs of blanks 
from said adherent pack, and separating the 
sheets of the packs of blanks. 

Signed at Pittsburg this 19th day of Jan 
uary 1903. 

ARRY E. SEELLOON, 
Witnesses: 

A. M. STEEN, r 
F. N. BARBER. 

S. 

9) 

95 

... it 

(5 


