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Lo all whom it may concern

Be it known that I, JosiaH HoLMES, of
Pittsburg, in the county of Allegheny and
State of Pennsylvania, have invented a new
and useful Improvement in Mold-Boards for
Plows; and 1 do hereby declare the following
to be a full, clear, and exact description there-
of, reference being bad to the accompanying
drawing forming a part of tbis specification,
in which—

IFigure 1 is a view of a mold-board Dblank.
Fig. 215 a section of the same on the line
x o, F1g. 1. I'1g. 3 1s a diagram, showing the
manner of cutting the blank from the bar and
the line of rolling the blank., Ifig. 4 is a front
elevation of rolls employed for rolling the
blank, and Fig. 5 15 a perspective of the
same.

Like letters rcier to like parts wherever
they occur.

WI'} invention consists in- the manufacture
of mold-board blanks by the following steps:
First, cutting the bar into diamond or similar
bha]_}ed Sebtl{}llb, aidl then passing the sections
between beveled rols, which leave the proper
thickness of the metal at the point, whereby
mold-boards of the same size may be thick-
ened for different distances front the point,
and mold-boards of different sizes and t[libh-
nesses may be produced from the same baror
skelp by the same method and rolls.

I will now proceed to describe the inven-
tion so that others skilled in the art may ap-
ply the same.

In the drawing, A represents the Dblank,
having au increased thickness from the point
a to the dotted line ¢, Including the entire

point of the blank fmm the higlhest point of
the curved edge to the base. The portion '

of the blank, in rear of the dotted line 4, is
of uniform thmhnesa, or may be tapered
toward the rear edge of the blank if it is de-
sired to reduce the weight of metal at those
points where not agtuall} needed. 1In pro-
ducing the blank above described, I prefera-
bly employ rolls, one of which, generally the
lower, is beveled at one end, as illustrated
in Figs. 4 and 5, in which B is 'the upper roll,
ad B’ the lower, mounted in suitable hous-

ings C, and provided with the usual ad] ustmﬂ-_l

I secrew D. The lower roll B/ is beveled at oné

end, as shown at &/, and 1s provided with a
sliding or adjustable guide, E, one end of
sald guide being concave and resting loosely
upon roll b/, the opposite end resting upon a
cross-bar, F. This gulde limits the dlbt‘t[‘lﬂe |
that the blfmh lclpb upon the bevel ¥/, and
enables the different sized blanks to be uni-
tormly rolled, or the same sized blanks to
be thickened up varying distances from the
point a.

I proceed as follows: I take a bar, as shown
at F'ig. 3, twelve feet or more in length, of a
width 1)1‘01)01’11011&‘[6 to the width required 1n
the finished Dblank, say, an average of six
inches, which will draw out to ten or twelve
at the points where the blank 1s reduoced, as
at a’, and as thick as is required at the point
@, say, an average of five-eighths of an inch.
This bar I divide diagonally, so as to obtain
diamond or similar shaped forms, as shown
at PFig. 3, or a Dblank having three sides
straight, as shown by dotted line s, which
may be done by alternating straight and di-
aronal cuts. The form or blank 1s then pre-
sented to the rolls, the point », Iig. 5, over-
lapping the bevel O of the roll, the poiunts
marked by the arrow £ of the form coincid-
ing with the point on the rolls marked by the
arrow A&/, By this mode of proceduare, the
metal at the poiut of the blank is left of the
desired thickness, while that passing between
the plain portion of the rolls is spread to the
breadth required, thus avoiding the loss of

scrap upon one hand and the labor of weld-
ing upon the other, and producing a blank
fulfilling all the requirements of the trade.

Having thus set forth my invention, what
I claim and desire to secure by Lettcrs Pat-
ent, 18—

As an improvement in the art of manu-
facturing plow mold-boards, the method here-
1n described. o

In testimony whereof I, the said JOSIAH
HoLMES, have hereunto set my hand.

JOSIAH HOLMIES,

Witinesses:®
F. W. RITTER, Jr.,
VY. N, PAXTON.
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