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To all whom it may concern :

Be it known that I, JorN T. WILSON, a citi-
zen of the United States, residing at Pittsburg,
county of Allegheny, State of Pennsylvania,
have invented.or discovered a new and usefal
Improvement in the Manufacture of Draw-
Bars; and I do hereby declare the following to
be a tull clear, concise, and exact descrlptlon
thereof, reference being had to the accompa-
nying drawmgs, making a part of this specifi-
cation, in which—like letters indicating like
parts—

Tlgure 1is a perspective view of a blank em-
ployed in forming the head of the draw-bar in
accordance with my invention. TFig.2 is a
similar view of a blank employed in forming
the body part of the draw-bar. TFig. 3 is a per-
spective view illustrative of the manner of
uniting the blanks, Figs. 1 and 2, by welding.
Trig. 4 illustrates further the manner of bind-
ing and welding the blanks, and Fig. 5is a
view in side elevation of the finished draw-bar.

My invention relates to certain improve-
ments in theart of making wrought-iron draw-
bars of the class shown in Fig. 5;- and it con-
sists in forming separate blanks "for the body
and parts of thehead orface-plateof the draw-
bar, and uniting such parts by welding, as
hereinafter more fully described and claimed.

In carrying out my present invention I form
wrought-iron blanks of different parts of the
draw-bar, as represented in the drawings, in
which—

A, Tig. 1, represents a blank formed from a
rectangular billet or bar by forging therein a
central notch or depression, a, having by pref-
ereuce sloping side walls and a flat bottom;
also, in forming this noteh, the metal is drawn
out laterally, forming a lip, a’, which increases
somewhat the breadth of the bottom of the
notch. This blank is designed to form one-
half of the draw-bar head or face-plate ¢®, Fig.
5, two of such blanks being used, which are
duplicates in form.

B, Fig. 2, represents a blank used for form-
ing the body part of the draw-bar. It is by
preference forged from a bar or billet, so as to
form thereon acentral rectangular raised por-
tion, b, designed to form therear end,e, of the

draw-bar E, Fig. 5, and from either side of the
part b are extended straps or bars ¥ b/ of less
thickness, designed to form the top. and bot-
tom bars, ¢/, of the draw-bar. On the outer
extremities of bars b’ are formed widened and
thickened ends »* 1? for shoulders ¢* of thé
draw-bar, One side of this blank B (the un-
der one in Fig. 2) is made plain and flat, and
the thickened portions b 0? are raised on the
other or upper side. The side edges, 07 of the
ends 0% are beveled, corresponding to the in-
clination of the side walls of notch @ in blank
A, and the width of the raised ends b* on the
narrow face is equal or approximately equal
to the length of the bottom of notch a, so that
the raised face 0? may be placed within the
notch for welding the blanks A and B togeth-
er, as illustrated at the right-hand end of Tig.
3. In thus placing these blanks the lip o' is
brought on the inner side of A and under B,
or on that side which will form the outside
face of the draw-bar. In order to show this
relationship clearly, Lhave broken away a por-
tion of the front corner of the right-hand end,
??, in Fig. 3. The purpose of the lip ¢’ is in
part to furnish a wider contact - surface be-
tween the two blanks than would be present-
ed by the single thickness of blank A, and
also to fill and round the angle between the
blanks, thus securing greater strength and bet-
ter finish. The ends of blank B and the cen-
terpart of A, being properly heated, are welded
together bya lap-wéld in the relatlve positions
represented at the right-hand end, Fig. 3, one
blank, A, being thus welded to and across each
end of blank B; also, the ends «* of each blank
A are curved toward the plain side of B, form-
ing them into half-ovals, as represented at the
left-haud end of Fig. 3. Thisbending may be
done at the same heat as the welding referred
to, and either before or after such welding,
though for convenience in doing the work I
prefer to weld the blanks together first, and
then bend the ends of A, and also work down
the edges or corners of the faces §® and thelip
&' to form smooth curvesat the points of merg-
ing or connection between the blanks. Such

bending and shaping may be done over, and
by suitable forms or blocks, on an anvil adapt-
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ed for such work, and thus the desired forms
be secured with ease.and preecision. The straps
b’ b’ are then bent at the points where they
join the ceutral piece, b, bringing their plain
faces adjacent and parallel, thus giving a rect-
angular body-blank and lapping the ends of
blanks A, as illustrated in Fig. 4, which shows
such blank slightly sprung apart.to show the
lapping faces. These lapping ends may be
welded in the usual way of doing such work,
and the entire blank thus formed, finished,
and shaped on an anvil, as illustrated in Fig. 5.
The work of thus forming the blanks and weld-

ing and shaping the parts is simple, and eaeh

step is performed in such order as fo.secure
the greatest simplicity and ease in accomplish-
ing it.” These features are of great advantage
to the manunfacturer of such articles on a large
scale, as they are important factors both in
determining the degree of skillrequired in the

workmen and. the expense or cost of manufac- |

ture.

The particular forms of blanks A and B
shown and described are given with reference
to making a finished draw-bar, E, of the usnal

-

shape. I do not wish, however, tolimit my in-
vention to blanks of these particular shapes,
for they may be varied more or less in these
particulars and still employ duplicate blanks
for the head and a single blank for the body,
and welding and bending them in the manner
deseribed.

I claim as my invention—

The method of manufacture of wrought-iron
draw-barsherein described, consisting in form-
ing duplieate notched blanks A for the head
and a single -blank, -B, for the body of the
draw-bar, welding the notched edges of blanks
A to-the faceof blank B at both its ends, bend-
ing blanks A: to half-oval form and blank B to
rectangular form, as shown, and welding the
meeting ends of blanks A, substantially as sef
forth.

Intestimony whereof I have hereunto set my
hand..

JOHN T. WILSON,

Witnesses:
C. S. PARKER,
R. H. WHITTLESEY.
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