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To all whom it ma Y CORCErn:

Beit known that we, SAMUEL FAWCETT an d
HENRY F. SMITH, of Rochester, in the county

of Monroe and Sta,te of New Yor k, have in-

vented certain new and useful Improvements
in Dies for Making Pipe-Wrenches; and we
do hereby declare the following to be a full,
clear, and exact description of the same, ref-
erence being had to the accompanying draw-

ings, forming a part of this specification, and

- to the- lettels of reference marked thereon

- Our present invention has for its ob,]ect to
provide improved dies for making chain pipe-
wrenches, whereby practically the whole of
the wrench may be made at a single opera-
tion; and to these and other ends it consists
in certa,m improved construction hereinafter

- fullydescribed, the novel features being pomt—
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- nect the jJaws A A bya firm connectlon
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ed out in the clalms

In the drawings, Figure 1 is a bottom plan'

of a complete wr ench I‘l 2, a side elevation,
4, a plan view of the face of the upper dle,
Flﬂ' 9, & plan view of the face of the lower
dle Fig. 6, a longitudinal sectional view of
the two dles when brought together. |

‘Similar letters of lefelence in the several
figures indicate similar parts.

Tn Figs. 1, 2, and 3 are shown views of the
cemplete wrench made by our dies, E repre-
senting the operating-handle; A, the serr ated
etoel—mced jaws at the forwmd end; B, the
hub or projection on the side opposne the
serrations on the jaws, and C a'small fillet or

web formed on the body and serving to con-
The |

hub B is, after being formed in the dies here-
Inafter descnbed Slotted as shown, for the
engagement of the lmks of a eha,m K, at-
taehed to the wrench Dby a staple G, as usual.

The manner of using the w rench is well

‘known and needs no furthel description.
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Heretofere this form of wr ench has been
made by taking a bar of iron and welding
the steel jaws A separately thereto; but such
a proceeding is not only expensive, but pro-

~duces an inferior article, and we find that
by the use of our 1mp10ved dies the whole |

wrench-body can be easily and cheaply formed
by a single eperatlon The lower die shown

in Figs. 5 and 6 is provided with the recess
J O for the handle portion of the wrench, the
curved recesses A" A’ at the for wald end and

the convex projection D." between the latter

having the inclined rear side C’ for forming

one 51de of the inclined rib or web C between
The upperdie is provided with the

the jaws.
recess B’/ E’’, corresponding to part E in the

lower die, the recesses A’ A’/ for the straight

part of the jaws A A, the recess B’ for for'm-

ing the p]OJeCtl(}ll B, zmd the projecting por-
| tlon D’

’, econcave on its outer surface to cor-
respond with the part D’ on the lower die

and having the rear side inclined at C’’ to
form the other side of the web or rib C. The

faces of the dies are preferably curved, as
shown, s0 that the parting line will i_extend
approximately through the center of the

Jaws A from the end. The inclined parts C’

C’’ could be omitted from the projections D’

D", it desired; but we prefer to form the in-
clined web C as shown.
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The blank or billet of metal from whleh the

| | wrench is formed is of the general shape of
and Kig. 3 a top plan view, of the same: Fw‘ |

the article, and a small piece of steel is se-
cured at or near the end, constituting a wear-
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ing-face for the jaws A A. Then the whole

‘blank 18 heated to a welding heat, placed be-
tween the dies, which are in a suitable ham-
8o

mer or press, and by a few blows the wrench
is formed, the metal flowing into recess B’

‘and the eteel face being welded into pOblthﬂ

on the jaws A. The metel between the jaws
A is then trimmed out, leaving the web C,

which materially Streuwthene them and the

slot is cut in the plOJeCtIOH B, the jaws A ser-

rated, and the Staple and eham attached in

the usual manner. .
YVe claim as our mvenuon——

. T'he herein-described dies for founma‘
w1en(,hes having the recesses A’, A"/, E’ E”

and B/, and the pIOJeCtIODS D’ D”, substa,n-

tially as shown.

2. The helelu—desembed dies for formmo'
wrenches, having the recesses A’, A"/,
and B, and the pro;]eetmns D’ D” mth the
melmes C"C’" thereon,substantially asshown.

3. The herein-described dies for forming
wrenches, having curved faces and the re-

‘cesses A’, A, E" E’”’, and B’, and the pro-

jections D’ D” bubstentlally as shown,
SAMUEL FAWCE TT.
- II_ENRY F. SMITIIL.
-~ Witnesses: 3
WILLIAM I, MORSE
FRANK SHARP.
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