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1o all whom it may concern:

Be it known that I, JAMES H. SIMPSON, of
Pittsburg, in the county of Allegheny and
State of Pennsylvania, have invented a new
and useful Improvement in the Manufacture
of Draw-Barg; and I do hereby declare the fol-
lowing to be a full, clear, and exact descrip-
tion thereof. |

My invention relates-toan improvement in
the manufacture of draw-bars of the kind
shown in Figure 6 of the accompanying draw-
ings; and 1t consisis in forming a body-blank,
securing the head-blank on this body-blank
mechanically as a preliminary step, and then
reheating and welding them together,

It also consists in certain preferred meth-
ods for practicing this invention.

The object of my invention 1s to obviate the
defects existing in prior methods of manuface-
fure of draw-bars, which were the difficulty in
properiy uniting the head and body of the bar,
getting them in proper relation to each other,
and making a secure union.

1t has also for its object to reduce the labor
25 and time consumed in the manufacture, and,
generally, to produce a cheaper, stronger, and
otherwise better bar than heretofore.

The 1nvention 1s illustrated in the accom-
panyiovg drawings, in which Fig. 1 1s a plan
view of the die-block preferably used in my
improved manufacture. Fig. 2 1s a vertieal
cross-section of the complete bed-die, the sec-
tion being on the line « z of Fig. 1. Fig. 31s
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also a vertical section of the complete bed-die,

the section being on the line y ¥ of Fig. 2 and
ab right angles to the.sectional plane of that
figure. Fig. 415 a perspective sectional view
of the plunger or moving die. Iig. 5 1sa per-
spective plan view of the matrix or bed-die.
Ifigr. 6 18 o perspective view of the completed
draw-bar. Fig. 71is a perspective view of the
blanksconstituting the straps and head or ring
ofthe draw-bar beforetheyare welded, tomore
clearly illustrate the mode of manufacture.
15 Fig. 8 18 a vertical longitudinal section of the
parts shown in Fig. 7. Hig. 9isa perspective
view showing the ring-blank for the draw-bar
head in anincomplete state. Fig. 10183 plan
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view of a part of the ring-blank adapted to be
50 set on the draw-bar straps. '
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stantially rectangular fork having two side

cesses or shoulders b, above the bases of which

| strengthen it.

Like symbols of reference indicate like parts
in each. -

In carrying out my invention I first form a.
blank, A, Figs. 7 and 8, in the form of a sub-
55
bars or straps, ¢ «', and an end piece, o, con-

necting these straps. This blank forms the

or body shank of the draw-bar. Thefree ends

of the straps a ¢’ have on their outer sides re-

6O
the ends of the straps extend to form stems b,
preferably of curved or irregular form. ‘The
blank is thickened up at ¢ near its ends to
The head of the draw-bar 1S
constituted by a ring-blank, ¢, of the usual
oval outline, whose inner periphery 18 pro-
vided with lateral notches or recesses ¢, Fig.
10, which are substantial counterparts of the
stems ', which form the shank of the recesses
b. The ring ¢ is made by lap-welding and
shaping a metal bar as shown in Fig. 9, and
then punching ouf or otherwise forming the
recesses ¢. The ring thus made is set on the
shoulders b of the straps a a’, the ends of which
then project above the ring, asshown in Iigs.
7and 8. I then prefer to upset the end of
one or both of the straps, as shown at the up-
per end of one of the stems &, Fig. &, to con-
fine the ring in position during the succeed-
ing steps. The remaining steps in the manu-
facture consist in the upsetting and welding
of the ends of the straps down onto the ring,
welding the ring to the straps in the recesses
¢, and finally shaping the ring to form the
draw-bar head. This I do by the dies shown 83
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on the first sheet of the drawings.

As shownin Figs. 2, 3, and 5, the surface of
the bed-die is shaped to correspond with the

' form of the under side of the finished draw-

bar head, and in the center is a vertical hoie, gG
¢, in which the shank of the draw-bar fits. A
casing or box, f, is shrunk around the upper
parts of the die-block d. ' -

d’ are Iugs or stops at the side of the die-
block, arranged to limit the motion of the g3
moving die.. The die-block ¢ s1fs within a re-
cess on the surface of a bed-block, g, and 13

there held by aremovable key, ¢'. The block

g ig provided with a horizontal hole passing .
through the bloek and intersecting the verti- 100
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. bar.

| gethel as shown in Fig. 7, they are reheated
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‘moving die or plunger j is fixed to the end of

or drop. It has a central tongue, &, which 18 ]
~adapted to enter through the ring ¢ into the

die, the shank A’ fitting into the hole ¢ and

cal hole e. "When the draw-bar is set in p081 l
tion in the die, a key-bar, A, is put through
this horizontal hole and through the space be-

tween the straps of the draw-bar. The funec-
tion of this key is to confine the draw-bar and
die-box and to prevent them from moving up- |
ward with the plunger or moving die. The

avertically-reciprocating steam-hammer stock

space between the straps ¢ ¢ and lateral
flanges m, whose under surfaces are, as shown |
in IFig. 4, shaped so-as to be countelp*u ts of |
the surface of the head of the ﬁmshed draw-

After the blanks A and ¢ have been put ‘to |

and put when at a weldmg heat, into the bed-

the ring ¢ resting upon the surface of the bed-
die. 'The key / is then inserted into the hole
in the block g through the space between the
straps of the draw-bar. The tongue & of the:
moving die enters through the ring ¢ 1into the
space between the straps, and the flanges m of l

- the moving die upset the projecting ends |

 with the ring, and the compression of the ring |
- 30
- welds the ring and straps together, and causes

them to assume the finished shape shown in
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- which the die is set and a side of the hole e is
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- hooked to a hzmdle f.

or stems )’ of thestraps « ¢/, making them fiat

and straps between the bed-die and plunger

Fig. 6. Thekey & holds the draw-bar and en-
ables the moving die to be retracted without
sticking to the blank. |
To remove the draw-bar from the die d aftel
the withdrawal of the moving die, the key ¢"

is removed and the casing f,with its contained |

die, is taken out of the bed-block ¢g. Tor this |
purpose a side of the recess of the block ¢ 1n

left open, as shown in Fig. 1, so that the whole |
of the casing f may be drawn out laterally.

When drawn out, the casing f, which carries
the draw-bar, 18 partlzﬂl} cs.up];)orted by a chain
The casing is then in-

verted, and a few strokes of a hammer on the
end of the draw- bar will dislodge it. This

feature of the apparatus is important, because
otherwise the draw-bar would be ditficult to
remove. By the use of these dies the parts of |
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the draw-bar are very firmly united at one op-
eration. 'When my method of manufacturels -

i employed the cost is small and the finished

draw-bar is very durable and serviceable.

~ The preliminary uniting of the body-blank -
‘and head before the 0perat1011 of welding 18
of great advantage, for the reasons indicated
in the first part of this specification. It may.
be done in various other ways than here 1ndi-
cated without departing from the spirit of my
invention, as stated 1in the followmg first
claim.

In an ‘LppllCEhblOIl ﬁled by me on February
1, 1887, Serial No. 226,167, I describe and.
“claim a 'form of my mventlon analogous to the
| form above described, and in that apphcatwu
I also describe and clalm specifically, the dies
shown on Sheet 1 of the dmwmgs of the pres-
ent case.

I therefore claim— |

1. An improvement in the art of mclLll]U‘
draw-bars, which consists in forming a body
blank and head blank, securing them together
as a preliminary step, and then reheatmm‘ and 75.
welding them, substantially as and for the pur-
Poses descmbed

2. Animprovement in the manufacture of
draw- -bars, which consists in forming a body-
blank, A, having projecting stems at its ends, fo
and & hewd blank, ¢, seating the head-blank on
theend of the body -blank A and finally uniting
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| the head to the ends of the body-blank and to

the stems by welding, substantially as and for
the purposes descrlbed

85
‘3. An improvement in the manufacture of |

“draw- -bars, which consists in forming a body-

blank, A, having laterally Shouldered Or re-
cessed ends and a head- blank, ¢, adapted to
sit on the shoulders or recesses below the level
of the ends of the body-blank, and finally unit-
ing the blanks together by welding them and
upsetting the projecting ends of the body-
blank upon the head-blank, substantially as
and for the purposes descnbed

In testimony whereof I have hereunto set
my hand this 25th day of May, A. D. 1887.

JAMES H. SIMPSON.
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Witnesses:
W. B. CORWIN,
THOMAS W. BAXEWELL.
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