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To all w?wm it may concern:

 resident of Cleveland in the county of (/113 a-
hoga and State of Ohlo have invented cer- |

Be it known that I, WILLIA“\I S. BIDLD a,

ita,m new and useful Improvemente in Meth-
- odsof Manufacturing or Forming Forked Eye- |
- bars;and Ido hereby declare the following to

- be a full, clear; and exact desorlptlon of the

_ g-._mventlon such as will enable others skilled

‘10 in theartto which it pe1 ta,lns to make and use |

the same.

My mveution 1eletee to: an 1mp1 oved method'
of manufacturing or forming forked eyebars..
‘'he object of this 111ven131011 is to mmphfy_
and facilitate the manufacture of bars of the
character mdleeted and to p1oduee a forked
- eyebar that is lighter; cheaper in construc-
~ ~tion, and more dm e,ble th::m 1;11e forked eyeﬂ-

- -bars heretofore made.
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described, and pointed out in the elaims.

In the accompanying drawings, Figure I is
‘a Side view of a billet employed in. the for-
‘mation of the blank that is required for the-
| manufacture of my improved. eyebar, and |

o Flg IT is an end view of the same.

- Fig, 1II

is a top or bottom view of the blenk and Fig.
I‘lﬂ' Vis a
~ side view of the ber-folmmg forcrmn' made
- from the blank illustrated in I‘Ws III and
IV, and I'ig. VIshows a side edge view of the
| sald bar.
sembling the halves or sections into which

IV is a side view of the same.

Fw VII shows the manner of as-

the bar 111ustreted I Figs. V and VI 1s di-

vided, and Fig. VIII ehows the said assem-
bled seotlons Welded together and conver ted

into my improved eyeber Fig. IX is a sec-

tion online IX IX, Fig. VIII, Iookmﬂ' in either
- direction.
tral section, of a pair of rolls employed in roll-

Fig. }& 1s an end elevetlon in cen-

- inga billet into the shape required to form a
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blank suitable for use in the production of
my improved eyebar.
vation of the said rolls. Flg XII is a trans-

verse section on any one of lines XII XII,
Kigs. X and XI. Fig. XIII shows a pair of

- dies operating upon one end portion of the
blank. Fig. XTIV isa vertical section on line
X1V X1V, Flg XIII.
section on hnes XVXV Flﬂ' XIII. Flﬂ' \VI-_

Fig. XV is a vertical

| per d1e
XIX, Fig. XVIII

Figs., T and II show the blllet a tlmt is rolled- e

b* conneotmg the two heads.

- | bar.
With this object in view the 1nvent1011 con-
~ sists in certain steps employed in the manu-
facture of my improved ey ebars hereinafter

Fig. X1.is a side ele-.

is a t0p plan of the 1ower d1e

XVI. Fw XVIII is a bottom plan of the up-

Flﬂ" XIX isa eeemon on . lme LIX

Fie. XVII s
a vertical section on line XVIL XVII Fig.
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into the shape required to form the blank b

employed in the production of my improved
eyebar, and. Figs. IIT and IV illustrate the
said bleuk The billet isa Ppiece of steel or
._ .wroueht—uon quadrangular in end elevation
The blank b has each

and of suitable length. .
end terminating in a head b’ and has a web

The web 0? ig

6o

enlarged in thickness centrally between the

of the Web

shank of the finished eyebar, and the thin-

ner or end portions of the web form the necks -
- | that connect the eyes of the finished eyebar
with the shank of the bar.

| heede along about three-fifths of the length

"T'he heads 0’ contain the mate— |
rial that forms the eyes of- the finished eye-
The thicker and central portion of the
web 0% contains the material that forms the.

The ’ﬁreb bB is pI'O- L

vided upon each side with ribs b®, arranged

transversely of the web and at smtable mter-
vals longitudinally of the web.

Figs., X, XI, and XII 11111et1ate the peral-'
lel 1olls C employed in the formation of the

biank. = The rolls are arranged horizontally
one d11:-eet1y above the other and sup

any approved manner.

nel ¢, that extends olreumferentlally of the
rolls a suitable distance. The end

depth than the remaining or central portion

of the channels of the rolls.
blank is formed within the central or shal-

lower portion of the channels of the rolls, and

ported |
from housings or standards (not shown) in .
Each roll upon its
perlpherel surface is provided with a chan-

8o

portions B
‘c® of the channel of each roll have greater R
90 -
of the channel, and the heads of the blank IR
‘are formed within the said. deeper portions . SRR
The web of the?"_-' -

--_9"5 -

the end portions ¢® of the central or ehellowerg_- '

portion of the ehannel of each roll are some- -
what raised, as required, to form the thinner |

portion of fhe web next to the heads of the

blank. The central outwardly-facing wall

1000

of the central or shallower portion of each
channel ¢ is provided with grooves ct, that
extend transversely of the said wall and are
&rrenﬂ'ed et smtable mtewele lonﬂ*ltudmelly |




o 50
7 has its other or inner end enlarged and form-

~of the wall and the 11bs b3 of the blank a,1e

~ formed mthm the grooves c¢* of the rolls.
‘The engagement of the ribsb® with the grooves
¢! prevent displacement-of the work circum-
“ferentially of the rolls during the rolling op-

eration. . Briefly described, the 1ollmﬂ‘ sur-

~ faces of the codperating rolls have the con-
~ tour required to form the blanl{ hereinbefore
- deseribed. The rolls rotate during their op-

“eration in the direction indicated by the ar-

rows d.in Fig. X, and ea,eh roll at the receiv-

~ Ing end of 1ts emk receiving chanmnel is pro-
~ vided with a stop-forming shoulder ¢®, that
. forms an.abutment for the work prepar atory

- is pushed and held against the said abutment

to the rolling operation, and the billet or work

¢ of the two rolls unml the rolls have com-
~ menced to operate npon the billet.

20

Tlie blank illustrated in Figs. III and IV
hevmﬂ been formed in the manner hereinbe-

fore deeembed is operated upon between the

“codperating dies, (ilustrated in Figs. XIII to

- XIX,inclusive,) and the coodper atmn'eurfaees

~portion or half of the blank at a
~ forge the blank into the bar e.

of these dies have the form requir ecl to ren-

der them capable of operating upon each end

(Illustrated

~in FIG“S Y and VI1.). The blank is elongated

39

durmﬂr the forging operation, and the forged

altlele 1S a bar thet terminates at each end-

in a circular head ¢’ ha,vnw each side thereof

o provided centrally w1th an indentation ¢ and
~having the indentations in opposite sides

- ther eof in line, and the bar e has its central
-

portion, centrally between the heads ¢', in-
creased in thickness, as at ¢°, and provided

- with beveled ends ¢!, sloping toward each

 dies.
~a plain horizontal top surface and 18 prowded

| . 45

other from the thinner end portions of the
bar, and the edges of the bare¢ are somewhat
beveled, as illustrated, chiefly to facilitate
the removal or separation of the bar from the
- The lower die f of the forging-dies has

centrelly of the said surface with a channel
7', that in Iength and general configuration
COTY esponds to one- helf of the lenﬂth of the

“bar e that is to be formed by md between

~ the dies, and the said channel, as illustrated
.- in Figs. XVI and XVII, is open at one end

thereof as at ', at one end of the die and has

- ing a circular chamber 3, whose bottom is

- pr 0V1ded centrally with a conical projection
- f4, instrumental in the formation of the in-

dentations e® to be formed in one side of
the bar e. The upper die h is arranged to
engage and drop during the forging opera-

| | .tion u’po'n the lower die “and is previded cen-

I 6o

trally with a downwardly-projecting portion
h', arranged as required to render it capa-

ble of enterlng about half-way and conform-

.Ing to the channel 7', formed in the lower

dle-——-that is, the plO]thlﬂﬁ' part h' of the

upper die has a circular end portion A2, ar-
ranged to enter and conform to the cireular

pormon f? of the channel of the lower die,

~and the remaining portion of the said projec-

time and

| tion B’ i ‘arranged as required to render it
capable during ‘the forging operation of en- .

‘tering the channel of the lower die next to the
ClI’GHlELl portion of the said channel, but not

i°

long enough to extend to the outer end of the -

ehannel so that the thinner portion of the re-

sulting ber or forging e shall be formed be-

tween- the dies mthm the circular. portlon of
‘the channel of the lower die and in the inner
end of thestraight portion of thesaid channel,

asshownin Fig. XIII and obviously as the pro-
jection of the upper d1e does notduring the op-
eration of the dies extend into the outer end

of the channel of the lower die the thicker por-
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tion of the resulting forging is formed within

the outer end of the et_1 al1g frht portionofthesaid
The dies, when they have operated:

channel.
upon one end portion of the blank, are sepa-

rated to permit the removal of the blank’s _
end half that has been operated upon from

the dies, whereupon the work is turned end
for end and returned with its otherend to be

operated upon by and between the dies.

Figs. XIII, X1V, and XYV show the dies op-
‘erating upon an end half of the blank b. The
bottom of the circular portion of thechannel
of the lower die is provided centrally with a

conical projection f*, adapted to form the in-
dentations in one side of the bar ¢ during the

90
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operetlon of the dies, and the projecting por-
tion &' of the upper die has ifs ecircular end

provided centrally with a conical projecting
member 78, capable of forming the indenta-

tions in the other side of the bar during the
The side walls of the
channel of the lower die and the edges of the
projection of the upper die are beveled or

operation of the dies.

sloping, as required, to render them capable
of formmn' the beveled edﬂ*es of the resulting
bare.

tral and thicker portion of the bar, where-
upon the resulting halves are essembled SO
that their heads 1efriste1 with each other as
shown in Ifig. VII, “With the thicker or oﬁset
portion ¢ of each half against and arranged

longitudinally of the offset portion ¢° of the
other half, so as to form a fork, whereupon

the thicker and offset portions &5 of the as-
sembled halves are welded together upon the
application of heat in any approved manner,
so as to form the shank /' of the reeultmg

| forked bar/, (illustrated in Figs. VIIIand IX,)
and the mdentetlons e’ of the parts eesembled |

in ig. VII are enlarged into perforations{* in
the mshed eyebar.

What I claim is—

1. An improvement in the manufacture of
eyebars herein described, consisting in forg-
ing a blank into the form of a bar pI‘OVlded
Wmh head-forming ends and thicker eentrelly
between the head- formmn' ends, then severing
the bar centrally and tra,n sversely of the cen-

tral and thicker portion of the bar, then as-

I00

105.

The bar ¢ having been formed 1s sev-
ered eentlally and tlaneveleely, so as to di-
vide the bars into halves centrally of the cen-

110

115 -

120
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sembling the resulting halves or pieces with

their eifset or thicker portions abutting each
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other and with thelr head-formlnﬂ' ends in

-registry, and then welding together the said

- abutting ends of the ascsembled sections, sub-

10
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a billet o

stantia,lly as and for the purpose set forth.
2. The method herein described of convert-
ing a billet into a forked eyebar, consisting

in rollmﬂ* a billet into the form of a bla,nk
“having ITS ends termmatlnﬂ‘ in heads con-

nected by a web enlarged in thickness cen-
trally between the heads then forging and
elongating the blank so as to form a ba,r hav-
ing head- f01 ming ends and thicker centrally

between the heads then severing the said
‘bar transversely centmll} of the thicker por-
tion of the bar,then assembling the resulting

sections or pieces with their head- fOI‘IIllIl”‘
ends in registry and with their offset or

thicker ends abutting each other, and then
welding together and elonﬂ'amnﬂ‘ the abutting
ends of the assembled secmons, substantlally_

as and for the purpose set forth.
5. 1'he formation of a forked ey ebar from

l

.da,y of Apml 1900.

a, by, first, rolling the billet into a |

blank b havmn‘ each end telmmatmﬂ' in a

head b’ and hswmn' a web b? conneetmw the

headsand eula,ro*ed in thickness centrally ;8ec-

ondly, fOrging.the sald blank intoa barehav-
ing its end portions thinner than its centlal

'p01 tion and terminating in circular heads ¢’

prowded with the mdentatlons e?; thirdly,sev-

ering the said bar centrally and transversely;

30.'-_ -

fourthly, assembling the resulting sections -

with their thicker ends abutting each other )
and with their indented heads in registry;

fifthly, welding the said thicker ends together
and. thereby formm g the shank of the eyebar,

and enlarging the indentations of the heads '

eyes of the eyebar, substantially as set forth.

into perforatlons that register with each other -
and thereby completlng the formation of the -

40

Signed by me at Clevelaud Ohio, th1s 21st

WILLIAM_ S. BIDLE.-.__
Wltnesses | - |

C. H. DORER,
‘A, H. PARROTT,
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