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To all whom it QY CORNCErTy:

Be it known that I, CHARLES T. SCHOEN, a
citizen of the United States, residing at Alle-

gheny, in the county of Allegheny and State

of Pennsylvania, have invented a certain new
and useful Improvement in Processes of and
Apparatus for Making Center-Bearing Plates,

of which the tollowmﬂ' is a full, clear :;md ex-—

act description.

The object of this invention is to provide
for the economical and expeditious manufac-
ture of center-bearing plates for rallway cars
from sheet or plate metal, preferably steel.

- In practicing my invention, I take a blank

of the appropriate metal, of somewhat greater.

area than the finished article, and subject it

to a series of operations by dies by which the
blank 1s stamped orembossed to produce the

finished article. By stamping or embossing
I mean to distinguish my operation from
drawing. In the lattel operation there is a
molecula,l disturbance and rearrangement,
while in the former there is little or practi-
cally none, but- on the contrary the blank’s

form orconfiguration superficially is changed.
These d1stmctlom I need hardly say, are well
WWhere there is mo-

ing, and where there is none, or practically
none, the operation is designated ‘* pressing,”

and the article is known as a “ pressed” ar- j

flcle. A drawn article is not of uniform
or practically uniform thickness throughout,

- while a pressed article 1s of essentlally uni-
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form thickness throughout.

I will proceed now to a full deseriptlon of

the principle of my invention, and the best
mode in which I have contemplated applying
that principle, and will then particularly

point out and distinctly elaim the part or im-
provement which I claim as my invention.
_In the acecompanying drawings illustrating !

my invention, in the several figures of which
like parts are similarly designated, Figure 1
is a perspective view of the top and bottom
plates constituling a center- bearing con-
strucled in accordance with my invention.
Fig. 2 is a longitudinal section of these plates

assembled. Figs. 3 and 4 show in cross sec-

tion the first operation dies for each plate.

Figs. 5 and 6 show in cross-section and in two

| and Kig. 7 shows _these, latter dies in plan.

Figs. 8 and 9 show in cross-section and in two
positions the finishing dies for the bottom
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plate, and Fig. 10 is a plan view of the last E

named dies.
The top plate a has the edge flangesd, b, to

.'ﬁt the body bolster, and the prmectmncto fit

the socket d of the bottom plate ¢, and this
bottom plate may have the edge flanges ¥, f,
to fit the truck bolster.
punched or otherwise formed 1n the projec-
tion and socket for the passage of the Kking-
bolt.

steel center- bearings.

This is the most usual fm m of pressed |

6o

Openings g are

The first opera,tmn dies consist -of a male |

die » having the rounded or curved projec-
tion 2, and the female die 5 having the cavity
or matrix k. A heated flat blank ¥ of greater

‘area than the ﬁmshed article is laid between

these dies as in Fig. 3, and then pressed as - '

indicated in Fig. 4, the progectlon rcrowding

down the centel m and pulling in the sur-
rounding metal of the blank, and thus the

metal is not subjected to what is technically

known as drawing, but, is as it were, folded
or bent to shape.
blank is taken to the finishing dies, Figs. 5,
6 and 7, in which n is the male die prowded
with the frusto-conical projection n’ and

shoulder n? and o is the female die provided

with the matrix o’ to co-operate with the
shoulder n?to form the bodyand edge flanges,
and the m.:mtrlx. 0* to co-operate with the pro-
jection n’ to form the projection ¢. 'This
operation also is performed without drawing
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To form the top plate,the

8o H

the metal and as in the first operation. The |

lower or bottom or truck plate is also formed

from a blank treated to the first opemtwn-

dies (Figs. 3 and 4), but such blank is in-
verted in the dies, Figs. 8,9 and 10. Of these
dies, the male p has the annular projection p’
and the shoulder 2%, while the female die 7

has the matrix »’ to co-operate with the an-
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nular projection p” to form the socket d, and

has the matrix r* to co-operate with the shoul-
ders p* to form the body and edge flanges.
In the making of these pla,tes it has been
demonstrated that a flat blank seventeen
inches on _the outside will be taken up to fif-
teen inches in the finish, and that there will
be not a thirfy-second of an inch drawing or

pos1t10ns the finishing dies for the tcm plate, | thinning of the metal in three-eighths thlck-
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- Which consists in preparing a plate of suit-
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or folding operation. By this process and by

‘mnay be produced very economically, expedi- |

ness, and this is practically inconsequential.
The first operation is as though slack were
put in the blank, and the finishing is simply
a taking up of this slack by a sort of bending

these dies, steel plate center bearing plates

tiously, and accurately, without appreciably
thinning or drawing and thereby weakening
the metal, all which has been demonstrated
in practice. |

What I claim is:— ' l

1. The improvementin theartof die-stamp-
ing center-bearing plates from wronght metal, :I
which consists in preparing a plate of suit-
able size and of substantially uniform thick-
ness throughout, such as flat sheet or plate |
steel, and forming therein a central depres-
sion of greaterareathan the projection finally
formed therefrom and leaving a surrounding
flat portion to constitute the body and flanges
of the center-bearing plate, and then bend-
ing the depressed portion into final shape
without materially drawing or thinning the
metal, and forming the flanges,substantially i
as described. ' B o
2. Theimprovementin the art of die-stamp-
ing center-bearing plates from wrought metal, |

able size and of substantially uniform thick- |

ness throughout, such as flat sheet or plate I

steel,and forming therein a central depression
of greater area than the projection finally
formed therefrom and leaving a surrounding
flat portion to constitute the body and flanges
of the center-bearing plate, and bending the
sald centrally depressed portion of the blank
into frusto-conical shape, without materially
drawing or thinning the metal, substantially
as described. - | |

3. Theimprovement in theart of die-stamp- |
ing center-bearing plates from wrought metal,
which consists in preparing a plate of suit--

able size and of substantially uniform thick-
ness throughout, such as merchant sheet or
plate steel, and forming therein a central de-
pression of greater area than the projection
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finally formed therefrom and leaving a sur-

rounding flat portion to constitute the body

and flanges of the center-bearing plate, and
bending the said centrally depressed portion
of the blank into frusto-conical shape with-
out materially drawing.or thinning the metal,
and at the same time bending the flanges,
substantially as described.

4. A series of dies for stamping np or press-
ing center-bearing plates from plate or sheet
metal, comprising a set of first operation dies
having a rounded or curved projection and a
complemental matrix of greater dimensions
than the finished product, and a set of finish-
ing dies having a frusto-conical projection
and flange-forming shoulders, and comple-

mental matrices, substantially as described.

5. A series of dies for stamping or pressing
up center-bearing plates from plate or sheet

~metal, comprising a set of first operation dies

having a rounded or curved projection and a
complemental matrix of greater dimensions
than the finished produect, and a set of finish-
ing dies having an annular projection and
flange-forming shoulders and complemental

| matrices, substantially as deseribed.

0. A series of diesforstamping up or press-
ing center-bearing plates from plate or sheet
metal, consisting of a set of first operation dies
having a rounded or curved projection and a
complemental matrix of greater dimensions
than the finished produect, and sets of finish-
ing dies for completing the pair of plates from
like blanks produced by the first operation
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dies, one of such sets of finishing dies hav-

ing a frusto-conical projection and adjacent
flange-forming shoulders and complemental
matrices, and the other set of finishing dies
havirg an annular projection and adjacent
flange-forming shoulders and complemental
matrices, substantially as described.

In testimony whereof Thavehereuntoset my

‘hand this 18th day of April, A. D. 1892.
CHARLES T. SCHOEN.
Witnesses: o
J. M. GREENE,
WM. H. SCHOEN.
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