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DIE FOR FORGING TRANSOMS FOR CAR-TRUCKS.
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1o all whom it may COTLCETTL:
Be 1t known that I, JAMES REILLEY, of the

city of Buffalo, in the county of Erie and State

of New York, have invented new and useful
Improvements in Dies for Forging Transoms
for Car-Trucks, of which the following is a
specification.

This invention relates to dies for forging
the parts of railway -car trucks commonly
known as *‘ transoms’’ or ¢ cross-beams,’’ and
which consist of a transverse bar secured with
1ts ends to the under sides of the longitudinal
side timbers of the truck, and from which is
suspended the bolster supporting the ellipti-
cal springs upon which the car-body rests.

The objeet of my invention is to construet a
pair of dies whereby these transoms can be
produced inless time and with less labor than
heretofore and be finished in a saperior man-
ner.

The invention consists of the improvements,
which will be hereinafter fully described, and
pointed out in the claims. '

In the accompanying drawings, Figure 1 is
a front elevation of my improved dies. Fig.
2 18 a side elevation thereof. TFig. 3is a rear
view of the same. T'ig. 4 is a vertieal section
in line x z, Fig. 2. Tig. 5 is a top plan view
of the Jower die. Tig. 6 is a bottom plan view
of the upper die or punch. Tig. 7 is a verti-
cal section in line y 5, Fig. 2. Tig. S is aver-
tical cross-section in line z #z, Fig. 7. TFig. 9
represents a fragmentary perspective view of
one of the blanks from which the transoms are
formed. Tig. 10 is a perspective view show-
ing the form of the transom before the end
plates are welded on the same. Tig. 11 is a
similar view of one of the end plates. Fig.
12 1s a perspective view of the completed tran-
som. Iig. 13 is a fragmentary sectional ele-
vation of the car-truck, showing the location
and arrangement of the transom and connect-
ing parts. | |

Like letters of veference vefer to like parts
in the several figures.

A, Fig. 13, represents one of the longitudi-
nal side timbers of a car-truck, and B repre-
sents the transom, oblong in cross-section, and

plates &’. The latter are provided with holes
for recelving the fastening-bolts, whereby.the
transom is secured to the under sides of the
timbers A.

C represents the bolster, upon which the
springs ¢ rest, and which is suspeunded from
the transom B by hangers ¢', the transom be-
ing provided with perforated enlargements b5°
ab the points where sald hangers are attached,
through which enlargements the connecting-
bolts pass. DBefore being operated upon by
the dies the transoms are forged to the form
shown in Fig. 9, being a rectangular bar hav-
ing the enlargements {° formed thereon in a
rough and unfinished manner, and having its
end portions made square and formed with
the upwardly-projecting necks b.

D represents the lower stationary die, which
is secured to the anvil of a steam or power
hammer. The die D is provided onits upper
side at or near one of its lateral edges with a
dlepression, d, corresponding to the shape of
the end portions of the transoms, and whereby
one side of the transom is formed. d'isa
rectangular groove or recess formed in the de-
pressed portion d of the die, whereby oneside
of the enlargement §” is squared and finished.

Ii represents the punch or upper movable
die,which is secured to the head of the power-
hammer, The punch Lis provided on its un-
der side with a depression, ¢, having a rectan-
gular recess, ¢/, corresponding in form to the
depression and recess of the lower die, D, and
arranged directly above the same,whereby the
opposite side of the end portions of the tran-
som i8 formed. In forging these end portions
one end of the transom is placed with its side
into the lower depression, d, of the lower die,
and 18 operated upon by the punch K until the
end of the transom has been properly finished.
The square end 0%, Fig. 9, of the transom is
then preferably rounded off by means of a cut-
ting - tool applied to the transom while the
same rests on the lower die, the adjacent cor-
ner of the latter being curved, as shown at ¢’
Fig. b, so as to serve as a gulde for the cut-
ting-tool. ‘I'he opposite end of the transom is

provided at its ends with upwardly-projecting I then placed between the dies and finished in a

| necks b, to which are secured flat horizontal 50
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~ thesamein an upught position,as represented
-in Fig. 8. The inner portion of the seat fis
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20 f agamsb longitudinal movement. The seat-f

~ the thickness of the end plate, ¥, When the

25

form shown in Tig. 10, with its ends curved

‘receive the end plates, 0.

end of the transom, as shown in Fig. 8. The

Treceives the en]arﬂ‘ement b of the transom.
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similar manner.” The transom now has the | tion. In the oonstmotwu rep1esented in Fig.

and its enlargements Sqnared and is ready to

f represents a seat or eooket formed: in the
upper side of the lower die, D, and adapted
to receive the end of the transom and hold

contracted and receives the curved end por-
tion of the transom, the-inner end of the seat
being curved to conform to the shape of the

outer portion, f, of the seat £ is eularged and |

g represents shoulders or stops arranged in
the outer enlarged portion of the seat f and
bearing against the outer edge of the enlarge-

ment 0% so as to hold the transom in the seab

is made of such a depth that the neck b of the
transom will be depressed below the upper
surface of the ‘die a distance about equal to

transom is arranged in the seat. |
Iy represents a shallow reota,ngulm recess or |
depression formed in the upper surface of the

die D above the contracted portion of the seat |

- f and opening into the latter. This recess is
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- per edge, of the plate will project slightly |
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.cess.  These bars are interlocked with each j
other, S0 as to remain in their proper posi- |

‘punch strikes the plate it will press the same

¢, which strikes the upper surface of t_h'e-end'

placed into the recess i upon the neckd of the

made of the proper size to receive the end
plate, %', being so deep that when the plate
rests upon the neck b of the transom the up-

above the surface of the die, so that when the
into the recess 4 until its upper edge is flush
with the surface of the die. The upper die
or punch is provided with a flat working-face,

plate, §’, and with a projecting rib, ¢/, which

enters the seat J and strikes the enlar ed por- |

tion of the upper surface of the enlargement
0* of the transom. The rib ¢’ flattens the up-

per surface of the enlargement ’, and is pro-
vided with a contracted end portion, ¢, which
assists in finishing the Inner curved edg’e of
the neck b of the transom. Before placing
the transom into the seat f it is reheated, and
the end plate, which is also heated, is then

transom. The flat face ¢ of the punch, strik-
ing the plate I, gradually forces the same
downwardly in its recess, and thereby welds
the plate to the neck b. 'When the parts have
been united, the other end of the transom is
reheated and placed into the seat f, an end
plate 1s placed in the recess £, and bhe weld-
ing operation repeated. |
The edges of the recess become worn and
broken from time to time, and to enable these
edges to be renewed without replacing the
entire die the recess is provided with a lining
of steel or other hard material, whloh oonelste
of a number of removable bers, 74" 4%, which
are seated in sockets k%, surrounding the re-

b of the drawings the short transverse barsj

are provided with notches, i in which the adja-

| cent ends of the side bars, 5/, engage, and the
ends of these elde bars and those of the trans-

verse end bar, j°, are beveled and abut against
eachi other. "This lining 1s readily renewed -

|-by removing -the worn: bars and eubstltutmg
new onee The inner contracted porbmn, 7, of

the rib ¢’ fits into the space between the inner

recess n» at this pomt and preventing the ad-
jacént portion of the end plate from being

‘ends of the steel bars j, thereby closing the

80

pressed through said epaoe in weldmﬂ' the

parts.

By theemployment of my 1mp1.oved dxes

thie operations of forming the end portions of -
the transom and- weldmg ‘the end  plates

thereto are performed more expeditiously and

at less cost than heretofore, and greater uni-
:form]by and a h]frher finish are gwen to the
same. | :

T claim as my. mventlon—--
1. The herein-described dies for forﬂ*mn*
transoms for car-trucks, consisting of a lower

die provided with a depression, d, and a re-

85 .

cess, d', corresponding to the form of one side -
95

of the tmnsom and an upper die or punch

-ﬁprov1ded with a similar depression, ¢, and re-
cess ¢, corresponding to the other 51de of the

transom, substantially as set forth.

2. The combination, with the lower dle pro-

vided with a seat or socket adapted to hold

a recess or depression arranged at the upper

end of said seat, adapted to receive the end :

plate of the trensom of the upper die or
punch provided with a flat working-face ar-

plate, snbstantially as set forth.

‘3. The combination, with the lower die pro-
vided with a deplessmn, d, and a recess, d,
corresponding to one side of the transom, a

100
the body or end portion of the transom and

ics
ranged directly above the recess of the eod' -

11C

seat or socket, f, for holding the end of the o
transom in an uprlghb position, and a recess,
I, arranged at the upper end of said seat and

_adapted to receive the end plate of the tran-

som, of the upper die or 1)11110]:1 provided with

115

a depreselon e, and recess ¢, corresponding
to and armnged above the similar parts, dd’,
of the lower die, and a flat working-face, 4,

arranged above the recess /2 of the end plate,
substantially as set forth.
4. The combination, with the lower die pro-

vided with a seat, f, edapted to hold the end

‘of the transom, and having an enlarged por-
‘tion, f’, designed to receive the enlargement
125

of the Lrensom shoulders or stops g, whereby

the transom 18 held against longitudinal move-

120

ment in its seat, and a recess or depression, s,

arranged at the upper end of said seat for re-

ceiving the end plate, of an upper die or -

punch having a flat working-face, ¢, arranged
above the reoees of the end plate, and a rib or

of smd seat, substantially as set forth.
5. The combma,tlon with the lower die pro-

I3o |

projection, ¢/, entering the enlarged portion f"
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vided with a scat, /| of the end plate or recess | or earved to form a ganide for a cutting-tool,

h, arranged at the upper end of said scat and substantially as set forth 10
havwg a lining composed of removable inter- Witness my hand this 2d day of July, 1888.
locking bars of steel or similar material, sub- JAMES REILLEY.

5 stantially as set forth.
6. T'’he combination, with the upper die, of Witnesses:
the lower die pwvmed with a depre&&mn d, CLALS BERGMAN,
and recess ¢, and having its corner rounded . C. I GEYER.
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