UNITED STATES DISTRICT COURT FOR THE NORTHERN DISTRIST OF IOWA

WESTERN DIVISION
VGK, Inc., Case No. 13-cv-4081-DEO
Plaintiff,
v.
: COMPLAINT
GM Stainless, AND
DEMAND FOR JURY TRIAL
Defendant.

COMES NOW the Plaintiff, VGK, Inc., and for its Complaint and Demand for Jury
Trial against Defendant, GM Stainless, does hereby, allege as follows:
NATURE OF THE CASE

1. This is an action for patent infringement as provided under 35 U.S.C. 271.

2. Plaintiff, VGK, Inc. seeks an order enjoining GM Stainless, Inc. from continuing to
infringe its patent and seeks damages for past infringement of its patent, including treble
damages for willful infringement.

THE PARTIES

3. Plaintiff, VGK, Inc. (hereinafter “VGK”) is an lowa corporation having its principal
place of business at 1417 Washington Street, Delta Building A, in Pella, Iowa.

4. Upon information and belief, Defendant GM Stainless Inc. (hereinafter “GM”) is a
Pennsylvania Corporation having its present principal place of business at 41 Imclone Drive,
Branchburg, New Jersey.

JURISDICTION

5. This is a claim for patent infringement and arises under the patent laws of the United



States, Title 35 of the United States Code. This Court has original jurisdiction over the subject
matter of this claim under 28 USC 1331 and 1338(a).

6. The Court has personal jurisdiction over GM because, upon information and belief and
among other things, it transacts business in this judicial District, has committed acts within this
judicial District giving rise to this action and/or at least by offering to sell, selling, purchasing,
and/or advertising products made by an infringing process and/or placing them into the stream of
commerce in such a way as to reach customers in this judicial District, and/or because it has
sufficient minimum contacts with this judicial District. Requiring GM to respond to this action
will not violate due process.

VENUE

7. Upon information and belief, GM resides in this judicial District, directly, or indirectly
through its agents, transacts business in this judicial District and/or has committed acts within
this judicial District giving rise to this action. Venue is proper in this judicial District under 28
U.S.C. 1391(b), (c) and 1400(b).

BACKGROUND FACTS

8. VGK is the owner by assignment of US Patent Number 6,446,480 entitled “Process for
Producing Improved Rail”, issued on September 10, 2002 ( the “480 Patent™). A true and correct
copy of the ‘480 Patent is attached hereto as Exhibit A. The ‘480 issued from a patent
application originally filed on February 2, 2001 as Serial No. 09/776532 (the “532 application™).
The ‘480 Patent and the ‘532 application are both generally directed to a process for creating a
curved side of a rail having increased hardness by at least five Rockwell points.

9. VGK has standing to sue for infringement of the ‘480 Patent because it owns all right,

title and interest in and to the patent-in-suit, including the right to collect for past and future



damages. VGK has suffered injury from Defendant’s acts of patent infringement.

10. Animal carcasses typically are transported in meatpacking plants through the use of
meat hooks, where each meat hook is secured to a wheel to form a trolley that moves along what
typically is an overhead system of rails that transports the carcasses within the plant, with the
carcasses hanging and being transported below said rails. The wheel of each trolley typically has
a recessed rolling surface that rides along the rails. Each packing plant may employ hundreds of
such trolleys.

11. Prior to VGK’s invention, the wheel of each trolley was typically provided a wheel
flange to keep the trolley on the rail. This arrangement caused the trolley to weave back and
forth on the rail, rubbing the wheel flange against the rail with sufficient force to dislodge
metallic shavings that fell onto the carcasses, thereby contaminating the carcasses and causing
wear to the rail and flanges. Oil added to the rail reduced abrasion, but oil fell onto the carcasses
and was a contaminant.

12. A curved surface on the rail to mate with a curved surface on the trolley dramatically
reduces the issues of the prior art. Milling such curved surface, however, is expensive, and the
milled curved surface of the rail would wear and need to be replaced. Employing hardened
stainless steel rail was an option for addressing the wear on the rail, but hardened stainless steel
rail is also prohibitively expensive.

13. The inventors of the ‘480 process demonstrated that subjecting two edges of a rail to
sufficient pressure will produce a curved side of increased hardness.

14. In February of 2001 the inventors filed the ‘532 application directed to their novel
process.

15. In one embodiment, VGK’s patented process comprises applying sufficient pressure



to two edges with sufficient force to provide the second side with a rounded surface of a
substantially constant curvature and an increased hardness.

16. On information and belief, GM is producing infringing product to meet specifications
particular to a VGK customer in Sioux City, Iowa, has sold the infringing rail product to that
customer, and has delivered the infringing product into this jurisdiction. Specifically, GM has
sold and, on information and belief, continues to sell rail to AllPower, Inc. located at 2228
Murray, Sioux City, Iowa, that infringes the ‘480 Patent. AllPower, Inc., is a provider of
packinghouse equipment and supplies, including overhead conveyor systems. GM cut rail to
AllPower’s specifications and sold and delivered same to AllPower.

17. Upon information and belief, GM infringes and will continue to infringe the ‘480
Patent by virtue of the process it uses to create rail having a curved side of increased hardness.

COUNT I - INFRINGEMENT OF U.S.PATENT NO. 6,446,480

18. VGK repeats and realleges paragraphs 1- 17 above as though fully set forth herein.

19. GM infringes and will continue to infringe one or more of the claims of the ‘480
Patent by, among other activities, practicing the claimed process.

20. GM’s infringement has injured VGK, and VGK is entitled to recover damages
adequate to compensate it for such infringement.

21. Despite at least one meeting with VGK where the parties discussed VGK’s position
that GM’s activities were infringing the ‘480, GM refused to negotiate a license or to agree to
cease and desist.

22. GM’s infringement has been willful, deliberate, and objectively reckless.

23. GM’s infringing activities have injured and will continue to injure VGK unless and

until this Court enters an injunction prohibiting further infringement and, specifically, enjoining



further manufacture, use, sale, importation, and/or offer for sale of products or practice of any
methods and/or processes that come within the scope of the claims of the ‘858 patent.
PRAYER FOR RELIEF

WHEREFORE, VGK respectfully asks this Court to enter judgment against GM and
against its respective subsidiaries, successors, parents, affiliate, officers, directors, agents,
servants and employees, and all persons in active concert or participation with it, granting the
following relief:

1) The entry of judgment in favor of VGK and against GM;

2) A preliminary injunction prohibiting further infringement of the ‘480 Patent;

3) A permanent injunction prohibiting further infringement of the ‘480 Patent;

4) An award of damages adequate to compensate VGK for the infringement that has
occurred, including GM’s willful infringement, but in no event less than a reasonable royalty for
the use made of the inventions of the ‘480 Patent as provided in 35 U.S.C. 284, together with
prejudgment interest from the date the infringement began;

5) An award to VGK of all remedies available under 35 U.S.C. 284

6) A finding that this case is exceptional and an award to VGK of reasonable attorney
fees under 35 USC 285; and

7) Such other relief to which VGK is entitled under law, and any other and further relief
that this Court or a jury may deem just and proper.

DEMAND FOR JURY TRIAL
Pursuant to Fed. R. Civ. P. 38(b), VGK demands a trial by jury on all issues so triable.

VGK, Inc.



Respectfully submitted,

/s/Michael A. Dee

Michael A. Dee AT0002043

Camille L. Urban AT0008024

BROWN, WINICK, GRAVES, GROSS,
BASKERVILLE AND SCHOENEBAUM, P.L.C.
666 Grand Avenue, Suite 2000

Des Moines, 1A 50309-2510

Telephone: (515)242-2451

Fax: (515) 242-2488

Email: mdee@brownwinick.com

Email: Camille@brownwinick.com

ATTORNEY FOR PLAINTIFF’S
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PROCESS FOR PRODUCING IMPROVED
RAIL

FIELD OF THE INVENTION

This invention relates to a system for producing an
improved rail, and more particularly, to a system for inex-
pensively producing a rail with a curved section, having
improved hardness and wear characteristics.

BACKGROUND OF THE INVENTION

Animal carcasses are transported in meatpacking plants,
typically through the use of meat hooks. Each meat hook is
secured to a wheel by a strap or other connection means to
form a trolley. The trolleys move along a system of rails to
transport the carcasses from place to place. Each trolley
typically includes a wheel having a recessed rolling surface,
which rides along the rails. A typical meatpacking operation
may employ hundreds or thousands of such trolleys, and
miles of rail.

‘Wheel flange, are typically provided on prior art trolley
wheels to maintain the wheels on the prior art track, which
is typically of a rectangular cross-section. Although this
arrangement maintains trolleys on the rail, it has several
drawbacks. One drawback is associated with the fact that
such prior art trolleys typically do not take a straight-line
path along the rail. Instead, the trolleys typically weave back
and forth, alternately contacting opposite flanges against the
rail. The flanges often rub against the rail with sufficient
force to dislodge metallic shavings from the rail and flanges,
This abrasion not only prematurely wears both the trolley
and the rail, but also contaminates the carcass with metal
shavings. Additionally, as the wear continues, the space
between the rail and flanges increases, thereby exacerbating
the problem, and causing more wear to both the rail and
flanges. Although oil may be added to the rail to reduce the
abrasion, oil itself is a contaminate which, like the metal
shavings, tends to fall from the trolley onto the animal
carcass, which it contaminates.

Although it would be desirable to provide a curved
surface along the rail and a mating curved surface on the
trolley, milling such a curved surface into the rail is rela-
tively expensive. Additionally, as the curved surface is
subjected to a substantial amount of contact with the trolley,
the curved surface would immediately begin to wear, and
would eventlually have to be replaced. It would, therefore, be
desirable to provide a curved rail constructed out of a
hardened material, such as hardened stainless steel. The cost
associated with milling and hardening stainless steel is often
prohibitively expensive.

It would be desirable to provide a rail with a curved
surface which may be quickly and inexpensively con-
structed. It would be additionally advantageous to provide
the curved surface with an increased hardness, to reduce the
likelihood of contaminates in the form of metal shavings
being dislodged from the rail, and to eliminate the need for
oil or other contaminate having to be applied between the
rail and the trolley.

The difficulties encountered in the prior art discussed
hereinabove are substantially eliminated by the present
invention.

SUMMARY OF THE INVENTION

In an advantage provided by this invention, a process is
provided for producing a trolley rail of increased durability.

Advantageously, this invention provides a process for
inexpensively producing a curved stainless steel rail.
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Advantageously, this invention provides a process for
producing a trolley rail which reduces contamination of
carcasses (ransported along the rail.

Advantageously, this invention provides a process for
producing a trolley rail which increases the longevity of
trolleys transported thereupon.

Advantageously, this invention provides a process for
producing a trolley rail which reduces the abrasion of
trolleys transported thereupon.

A process for creating a curved rail is provided, compris-
ing providing a rail having a first side, a second side, and a
third side, with a first edge provided between the first side
and the second side, and a second edge provided between the
second side and the third side. In the preferred embodiment,
the rail is of a rectangular cross-section, with the first side
and second side meeting at a ninety-degree angle at the first
edge, and the second side and third side meeting at a
ninety-degree angle at the second edge. The process further
comprises pressing against the first edge and the second
edge with suflicient force to provide the second side with a
rounded surface of a substantially constant curvature from
the first side to the third side.

Preferably, the first edge and second edge are “pinched”
by being pressed into a plurality of cavities provided on
separate rotating wheels. Each wheel presses the edges
more, until the edges become a curvature of a substantially
constant radius from the first side to the third side of the rail.
By pinching the edges, instead of milling them down, the
curved surface of the second side of the rail is provided with
increased hardness, thereby increasing its durability and
longevity.

BRIEF DESCRIPTION OF THE DRAWINGS

This invention will now be described, by way of example,
with reference fo the accompanying drawings, in which:

FIG. 1 illustrates a front perspective view in cross-seclion
of the improved rail of the present invention;

FIG. 2 illustrates a [ront perspective view in cross-section
of a standard stainless steel rail from which the improved rail
of the present invention is constructed;

FIG. 3 illustrates a front elevation of the improved rail of
the present invention;

FIG. 4 illustrates a top plan view of the railmaking
apparatus of the present invention;

FIG. 5 illustrates a front elevation of the first roll assem-
bly and pressure roller of FIG. 4;

FIG. 6 illustrates a front elevation of the third roll
assembly and pressure roller of FIG. 4;

FIG. 7 illustrates a front elevation of a trolley used in
association with the improved trolley rail of the present
invention; and

FIG. 8 illustrates a front elevation of the trolley of FIG. 7,
moving along the improved trolley rail of the present
invention, shown in partial cross-section,

DETAILED DESCRIPTION OF THE
PREFERRED EMBODIMENT

The improved trolley rail of the present invention is
shown generally as (10) in FIG. 1. The rail (10) is preferably
constructed of 304 stainless steel, or similar corrosion resis-
tant material. Of course, any type of stainless steel or other
malleable, abrasion resistant material may be substituted,
without departing from the scope of the invention. The
improved trolley rail (10) is provided with a first side (12),
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a second side or “top” (14), a third side (16), and a fourth
side or “bottom™ (18). The width of the rail (10) between the
first side (12) and third side (16) is approximately 1.25
centimelers, but may, of course, be of any suitable dimen-
sions; preferably greater than 0.1 centimeters and narrower
than fifty centimeters, and more preferably greater than 0.5
centimelers and narrower than ten centimelers. The height
from the bottom (18) to the uppermost portion of the top (14)
of the rail is approximately 6.35 centimeters. This distance
is preferably greater than 0.5 centimeters and less than one
meter, and, more preferably, greater than 0.5 centimeters and
less than twently centimeters,

The top (14) of the rail (10) is provided with a curved
surface (20) of a curvature defining a radius of approxi-
mately one-centimeter. (FIG. 3). The curved surface (20)
may, of course, define a radius of any suitable dimensions,
but is preferably of a substantially constant curvature from
the first side (12) to the third side (16). The curvature of the
curved surface (20) preferably defines a radius between
twenty centimeters and 0.625 centimeters, and, more
preferably, between five centimeters and one centimeter.

To create the improved trolley wheel (10) of the present
invention, a standard picce of stainless steel bar (22), having
the desired finish and hardness is provided as shown in FIG.
2, In the preferred embodiment, the bar (22) is provided with
a first side (24), a second side or “lop” (26), a third side (28),
and a fourth side or “bottom” (30). Additionally, the bar (22)
is provided with a first edge (32), connecting the first side
(24) and top (26) at a ninety degree angle, and a second edge
(34), connecting the third side (28) and top (26) at a ninety
degree angle.

In accordance with the process of the present invention,
the bar (22) is formed into the rail (10) by applying pressure
to the first edge (32) and second edge (34) of the bar (22) of
a sufficient magnitude and at an appropriate location to
provide the curved surface (20), shown in FIG. 1. In the
preferred embodiment, the pressure is applied to the edges
(32) and (34) through a modified process of “Gauering,” a
process described in U.S. Pat. Nos. 3,343,394, and 3,400
560, both of which are incorporated herein by reference. The
Gauering process described in these applications involves
the usc of a wheel or “roll” provided on its perimeter with
a recess into which a piece of bar stock is provided. The
sides of the recess are then resilicntly forced against the
edges of the bar stock to remove the sharp edges of freshly
split bar stock. Although Gauering is capable of removing
sharp edges from metal, the recesses used in association with
prior art Gauering are insufficient to provide the continuous
curved surface of the present invention.

In the present invention, as shown in FIG. 4, a plurality of
pressure roller assemblies (36) is provided in contact with
the bottom (30) of the bar (22). Similarly, a plurality of roll
assemblies (38) are provided in contact with the top (26) of
the bar (22). Both the pressure roller assemblies (36) and roll
assemblics (38) are coupled to a frame of the railmaking
apparatus (42). Preferably, the frame (40) is constructed of
steel or similarly sturdy material, and forms a hollow box,
within which art provided the pressure roller assemblies (36)
and roll assemblies (38).

As shown in FIG. 4, the pressure roller assemblies (36)
comprise a pressure roller (44) provided around an axle (46).
The pressure roller (44) is preferably constructed of hard-
ened steel or similarly abrasion-resistant hard material. As
shown in FIG. §, the pressure roller (44) is provided along
its perimeter (48) with a recess (50) to accommodate the
bottom (30) of the bar (22).
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As shown in FIG, 5, the recess (50) includes a pair of
inwardly angled sides (52), terminating in a race (54). In the
preferred embodiment, the race (54) is preferably of a width
identical to the width of the bottom (30) of the bar (22). As
shown in FIG. 5, the bottom (30) of the bar (22) preferably
rests within the recess (50) and rides along the race (54) of
the pressure roller (44). The angled sides (52) assist in
maintaining the bottom (18) centered within the recess (50).
Alternatively, the angled sides (52) may be parallel to the
sides (24) and (28) of the bar (22), to maintain the bar more
securely within the recess (50).

As shown in FIG., 5, the axle (46) of the pressure roller
(44) is journaled to a shoulder mount (56), constructed of
steel or similarly rigid material. Journaled to the shoulder
mount (56) is a shaft (58). In the preferred embodiment, in
addition to being journaled to the shoulder mount (46), the
axle (46) is slidably provided within slots (not shown) of the
frame (40) of the railmaking apparatus (42), to prevent the
shoulder mount (56) and pressure roller (44) from pivoting
relative to the bar (22). As shown in FIG. 4, the shaft (58)
is provided with threads (60) provided in threaded mating
alignment with a threaded bore (62), provided in the frame
(40) of the railmaking apparatus (42), Coupled to the end of
the shaft (58) is a wheel (64). As shown in FIG. 4, as the
wheel (64) is rotated, the threads (60) of the shaft (58) coact
againsl the threaded bore (62) to move the pressure roller
(44) relative to the frame (40).

As shown in FIG. 4, the railmaking apparatus (42) is also
provided with a second pressure roller (66) and third pres-
sure roller (68), coupled fo their respective wheels (70) and
(72) in a similar manner to that described above in relation
to the pressure roller (44). Depending on the size of the bar
(22) and the curvature of the desired curved surface (20), the
railmaking apparatus (42) may be provided with any suitable
number of pressure rollers. A larger number of rollers allows
the use of softer and less expensive rolls, and increases the
uniformity of the curvature (20) of the rail (10).

As shown in FIG. 4, on the opposite side of the bar (22),
coupled to the top (26) of the bar (22), are the roll assemblies
(38). As shown in FIG. 5, the first roll assembly is provided
with 2 roll (76) having a recess (78). As shown in FIG. 5, the
recess (78) is preferably of a V-shaped cross-section, having
a first angled surface (80) and a second angled surface (82).
These angled surfaces (80) and (82) are preferably hardened
to reduce any deflection thereof by the bar (22). The roll (76)
itself is preferably constructed of stainless steel or similar
material, The angle of the angled surfaces (80) and (82)
relative to one another are dictated by the thickness of the
steel bar (22), hardness of the steel bar (22), and desired
angle of the curved surface (20).

As shown in FIG. 5, the roll (76) is journaled to an axle
(84), which is journaled to a shoulder mount (86), similar to
the shoulder mount (56) described above in relation to the
pressure roller (44). The shoulder mount (86) is secured to
a shaft (88) which, in turn, as shown in FIG. 4, is secured to
a coil spring (90), or similar resilient mechanism known in
the art. Also as shown in FIG. 4, the coil spring (90) is
secured to the frame (40). The size and tension of the spring
(90) is dictated by the dimensions of the rail (10) being
constructed, but are preferably sufficient to apply enough
pressure to deform the edges (32) and (34) of the bar (22).

As shown in FIG. 4, the railmaking apparatus (42) is also
provided with a second roll assembly (92), provided with a
roll (94) having angled surfaces (not shown) which are
slightly curved, rather than straight like the angled surfaces
(80) and (82) associated with the first roll assembly (74). The
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railmaking apparatus (42) is also provided with a third roll
assembly (96). As shown in FIG. 6, the third roll (98) is
provided with a curved recess (100), with dimensions sub-
stantially similar to the dimensions of the curved surface
(20) of the top (14) of the rail (10).

As will be obvious to those of ordinary skill in the art, the
railmaking apparatus (42) may be provided with any desired
number of rolls, each having recesses, gravitating more and
more toward the angle of the curved surface (20) desired for
the top (14) of the rail (10).

In operation, the bar (22) is provided between the pressure
roller (44) and the roll (76). The wheel (64) is then rotated
lo activate the threads (60) against the threaded bore (62) to
advance the pressure roller (44) toward the roll (76), until
the top (26) of the bar (22) moves into contact with the
angled surfaces (80) and (82) of the roll (76). After such
contact, the wheel (64) is further turned until the spring (90)
yields under pressure and the pressure roller (44) exerts a
compressive force against the bottom (30) of the bar (22).
The wheel (64) is cranked sufficiently to maximize the
compressive force of the edges (32) and (34) of the bar (22)
against the angled surfaces (80) and (82), without damaging
the angled surfaces (80) and (82).

Accordingly, as shown in FIG. 5, as the bar (22) moves
between the pressure roller (44) and roll (76), the edges (32)
and (34) of the bar (22) are flattened. Not only does this
flattening begin to provide the curved surface (20) of the
finished rail (10), but the compression also provides addi-
tional hardening to the top (26) of the bar (22), thereby
increasing its durability. As the bar (22) passes between the
second pressure roller (66) and second roll assembly (92),
the second wheel (70) is turned to compress the bar (22)
against the second roll assembly (92). The top (26) of the bar
(22) is pressed toward the desired curved surface (20) of the
rail (10), forcefully enough to compress and curve the edges
(32) and (34) of the bar (22), without damaging the second
roll assembly (92).

As the bar (22) continues to move between the third
pressure roller (68) and third roll assembly (96), the third
wheel (72) is turned to apply sufficient pressure against the
third pressure roller (68) and bar (22), to compress the lop
(26) of the bar (22) into the desired curved surface shape
defined by the recess (100) of the third roll (98), without
damaging the third roll (98). Accordingly, as the bar (22)
passes through the railmaking apparatus (42), between the
pressure roller asscmblics (36) and roll assemblies (38), the
roll assemblies (38) continue to push and curve the edges
(32) and (34) of the bar (22) inward, until the top (26) of the
bar (22) takes the desired curved surface (20) shape of the
top (14) of the finished rail (10). By providing a plurality of
roll assemblies (38), and applying sufficient pressure with
the wheels (64), (70) and (72), a substantially continuous
curved surface (20) may be provided along the top (14) of
the rail (10). Additionally, as the roll assemblies (38) apply
pressure to the edges (32) and (34) of the steel bar (22), the
resulting curved surface (20) of the top (14) of the rail (10)
is distinctly hardened, providing greater durability and better
wear characleristics.

Preferably, the resulting curved surface (20) of the top
(14) of the rail (10) is increased in hardness by at least five
Rockwell points, more preferably at least ten Rockwell
points, and most preferably at least fifteen Rockwell points.

Once the rail (10) has been provided with the desired
curved surface (20), a trolley (102) is provided to transport
materials along the rail. The trolley (102) includes a wheel
assembly (104) secured to a sirap (106). The wheel assembly
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(104) includes an inner race (108) secured to two flanges
(110) and (112). The entire wheel assembly (104) is prefer-
ably milled from stainless steel, cast iron or other suitable
material. Alternatively, the flanges (110) and (112) may be
bolted, welded or otherwise secured to the inner race (108)
in a manner such as that well known in the art. As shown in
FIG. 7, the wheel assembly (104) is journaled to the sirap
(106) by an axle (114). The axle (114) is preferably thread-
ably engaged to the strap (106) to prevent inadvertent
dislodgment during operation of the trolley (102).

The trolley (102), including the wheel assembly (104) and
strap (106) may be provided with any suitable dimensions
known in the art. Unlike prior art trolleys, however, the inner
race (108), as shown in FIG. 8, is not provided with a flat
perimeter but, instead, is provided with a partially concavely
curved perimeter (116). As shown in FIG. 7, from the flanges
(110) and (112), the perimeter of the inner race (108)
initially extends normally toward the opposing flange,
before curving inwardly to form the concavity identified
generally as (118) in FIG. 8. Preferably, the concavity (118)
of the inner race (108) defines a radius similar to the radius
defined by the curved surface (20) of the top (14) of the rail
(10) to allow maling engagement therewith, as shown in
FIG. 8. As shown in FIG. 8, secured to the strap (106) is an
eyebolt (120), which, in turn, is coupled fo a meat hook
(122). As shown in FIG. 8, the meat hook (122) is secured
to an animal carcass (124) in a manner such as that known
in the art.

As shown in FIG. 9, the concavity (118) of the wheel
assembly (104) of the trolley (102) fits into mating engage-
ment with the curved surface (20) of the top (14) of the rail
(10). This mating engagement between the curved surfaces
(20) and (118) acts to center and align the trolley (102) as it
moves along the straightaways and curves provided on the
rail (10), thereby reducing contact of the flanges (110) and
(112) with the sides (12) and (16) of the rail (10). However,
the flanges (110) and (112) do serve to maintain the trolley
(102) on the rail (10) if the trolley (102) or carcass (124) are
subjected to a violent force, or an irregularity in the rail (10).

Not only does the mating of the curved surfaces (20) and
(118) act to center and align the trolley (102), this mating
engagement also acts to dissipate the pressure of the carcass
(124) over a larger surface area of the rail (10). Although
prior art trolleys (not shown), having a wheel with a flat
perimeter, may be used in association with the improved rail
(10) of the present invention, utilizing a trolley (102) having
an inner race (108), provided with a curved perimeter (116),
increases the wear attributes of the trolley (102) and rail
(10), and decreases the maintenance associated therewith.
The curved surface (20) and concavity (118) also reduce the
contact of the flanges (110) and (112) with the sides (12) and
(16) of the rail (10).

Additionally, the process described above provides the
top (14) of the rail (10) with a hardened surface. This
hardened surface lasts longer than rails having milled or cast
curvatures. Accordingly, as the rail (10) is constructed of
stainless steel, with a hardened contact surface, and since the
load is dissipated over a larger area of the rail (10), and
contact of the rail (10) with the flanges (110) and (112) is
reduced, prior art sources of contamination, such as metal
abrasion are significantly reduced.

Although the invention has been described with respect to
a preferred embodiment thereof, it is to be understood that
it is not to be so limited, since changes and modifications can
be made therein which are within the full, intended scope of
this invention, as defined by the appended claims. For
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example, it is anticipated that instead of using a railmaking
apparatus (42) such as that described above to form the
curved surface (20) in the rail (10), an edging apparatus such
as that described in U.S. Pat. No. 3,343,394 may be modified
to provide additional rolls having recess sufficient to form
the curved surface (20) of the rail (10) of the present
invention, as may any other suitable edging devices known
in the art. It is additionally anticipated that the improved rail
(10) of the present invention may be used in association with
trolleys (102) constructed of metal, composite, or any other
suitable material, to further reduce wear characteristics aid
contamination associated with prior art trolleys.

What is claimed is:

1. A process for creating a curved conveyor rail having a

thickness greater than 0.5 centimeters, comprising:

(a) providing a rail having a first side, a second side, a
third side, a first edge located between said first side
and said second side, and a second edge located
between said second side and said third side; and

(b) pressing against said first edge and said second edge
with sufficient force to increase the hardness of at least
a portion of said second side at least five Rockwell
points and to provide a substantially constant curvature
across a majority of said second side.

2. The process of claim 1, wherein said pressing against
said first edge and said second edge is done with sufficient
force to increase the hardness of at least a portion of said
second side al least five Rockwell points.

3. The process of claim 1, wherein said pressing against
said first edge and said second edge is done with sufficient
force to increase the hardness of the majority of said second
side at least five Roclkwell points.

4. The process of claim 3, wherein said substantially
constant curvature is a curvature defining a radius less than
ten centimeters.

5. The process of claim 3, wherein said substantially
constant curvature is a curvature defining a radius less than
five centimeters.

6. The process of claim 3, wherein said substantially
constant curvature is a curvature defining a radius less than
three centimefers.

7. The process of claim 3, wherein said substantially
constant curvature is a curvature defining a radius less than
two centimeters.

8. The process of claim 3, wherein said substantially
constant curvature is a curvature defining a radius less than
one centimelers.

9. The process of claim 3, wherein said pressing against
said first edge and said second edge is done when said rail
is at a temperature between negative about five degrees
Celsius to about one-hundred five degrees Celsius.

10. The process of claim 3, wherein said pressing against
said first edge and said second edge is done when said rail
is al a temperature between about ten degrees Celsius to
about seventy-five degrees Celsius.

11. A process for creating a curved conveyor rail having
a thickness greater than 0.5 centimeters, comprising:
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(a) providing a rail having a first side, a second side, a
third side, a first edge located between said first side
and said second side, and a second edge located
between said second side and said third side; and

(b) pressing against said first edge and said second edge
with sufficient force to increase the hardness of at least
a portion of said second side at leasl five Rockwell
points and to provide said second side with a rounded
surface of a substantially constant curvature from said
first side to said third side.

12. The process of claim 11, wherein said rail is provided
with a substantially rectangular cross-section.

13. The process of claim 12, wherein said pressing against
said first edge and said second edge is done with sufficient
force to increase the hardness of at least a portion of said
second side at least fifteen Rockwell points.

14. The process of claim 11, wherein said rail is metal.

15. The process of claim 11, further comprising providing
a die with a valley, having a first contact surface and a
second contact surface, and wherein said pressing comprises
forcing said first edge against said first contact surface and
said second edge against said second contact surface with
sufficient force to make at least a portion said second side
arcuate.

16. A process for moving a wheel along a rail comprising:

(a) providing a rail having a thickness greater than 0.5
centimeters, a first side, a second side, a third side, a
first edge located belween said first side and said
second side, and a second edge located between said
second side and said third side;

(b) pinching said first edge and said second edge with
sufficient force to increase the hardness of at least a
portion of said second side at least five Rockwell points
and provide said second side with a rounded surface of
a substantially constant curvature from said first side to
said third side;

(¢) providing a wheel comprising:

(i) a concave perimeter wherein said concavity of said
perimeter is of dimensions sufficient to fit into sub-
stantially mating engagement with said curvature of
said second side; and

(if) rolling said wheel along said rail.

17. The process of claim 16, further comprising:

(2) positioning said rail with said curvalure facing
upward; and

(b) depending a weight from said wheel below the rail.

18. The process of claim 17, wherein said weight is an
animal carcass.

19. The process of claim 16, wherein prior to said
pinching, said first side and said second side are of a
substantially similar hardness on the Rockwell scale, and
wherein after said pinching at least a portion of said second
side is of a hardness at least ten Rockwell points greater than
at least a portion of said first side.
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