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Application flled June 4, 1891, Serial No,395,102, (No model,)

To all whom it may concern:

Be it known that I, JOHN GREEN, a citizen
of the United States, residing at Renovo, in
the county of Clinton and State of Pennsylva-
nia, have invented certain new and useful Im-
provements in Dies for Forging Car-Coupling,
Hooks; and Ido hereby declare the following
tobea full, clear, and exact deseription of. the
invention, such as will enable others skilled
in the art to which it appertains to make and
use the same,

My invention relates to the manufacture of
car-couplers of the master-car-builder type,

and has for its object improvements in dies:

for forging the hook or tongue which swings
laterally in the head of this class of couplers.
Hooks for this class of couplers have hereto-
fore generally been made of cast metal for

the reason that great difficulty and expense

have attended their forging, and the cast-
metal hooks have been a source of great an-

noyance, especially in cold weather, by their

breaking and causing delay of the ear to
which attached when broken.

Theinvention will be hereinafter described,
and particularly pointed out in the claims.

In the accompanying drawings, which form
part of this specification, Figure 1is a per-
spective of my improved dies; Fig. 2, a top
plan viewof the lower die; Fig.3,an inverted
plan of the top die; Fig. 4, a vertical longi-
tudinal section of the dies with a coupling-
hook in the cavities of the die; Fig. 5, a side
elevation of the lower die,showing the cheek-
piece of the die removed from the major por-
tion of the die, and Fig. 6 a perspective of a
forged coupling-hook.

Reference being had to the drawings and

" the letters thereon, A indicates the lower die,
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which is made in two parts, ¢ being the major
portion, which is secured in the usnal manner
of securing dies by wedges, (not shown,)
which engage with the dovetailed projection
b on the bottom of the die and with the block
upon which the die rests when in use. The
part ¢ is provided with a transverse cavity d;
a vertical channel f, which communicates
with a transverse passage g for removing the
scale which accumulates in the cavity d,; an
angular wall /; a concave seat i; a vertical
aperture k; a transverse slot Z; lugs m m, to

which a lever m is pivoted; a pin ¢, which
rests upon the innerend of the lever n in the
slot e; lugs p p, to which the cheek-piece or
inner portion ¢ of the lower die is pivotally
secured. ‘The cheek-piece g is provided with
a transverse cavity ¢’ and a longitudinal cav-
ity b’; the former of which conforms to .the
cavity d in the part ¢; an angular wall ¢,
which conforms to the wall »; a convex seat
d’, which conforms to the concave seat z; a

| lug ¢/, which is provided with a transverse
ge, p

aperture /”, which is elongated vertically to
compensate for wear of the seats s and d’.
The two partsof the lower die are secured to-
gether by a pin 7, which passes through the
lugs p p and ¢’ and admits of the part ¢ be-
ing removed laterally from the part ¢ to re-
lease the forging. The lower die A is also
provided with an_extension or anvil s to af-
ford means for forging the blank from which
the hook is made or other forgings while the
die is in position under a drop-hammer for
forging the hook. ‘

Bindieates the upperdie,whichissecuredto
a drop-hammer or hydraulic press by its dove-
tailed projection ¢ in the usual manner and
is provided with a transverse cavity v and a
longitudinal cavity v, which conform to the
cavities d, a’, and b” of the lower die and give
contour to the coupling-hook. It will be ob-
served that the longitudinal cavitiesd’ and v
extend to the end of the dies and afford means

' for the escape of air from the cavities in the

dies and surplus metal from the blank out of
which the hook is forged. The upper die B
is also provided with an extension w, which
corresponds with the anvil s on the lower die
and constitutes a hammer for forging pur-
poses. The angular walls 1 and ¢’ and the
concavo-convexseats ¢and d’ cause the cheek-
piece q to be pressed toward the piece o by
the descent of the upper die and resist the
tendency of the two parts of the die to be
separated by the blank while being forged
into a hook. The forged hook C is shown in
Figs. 4 and 6. »

The operation is as follows: A blank made
from properly-piled bars of iron is worked into
rough form approximating the hook C, is
heated to substantially a welding-heat, and
dropped into the cavities in the lower: die,
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when the upper die is brought down upon the
blank forcibly and the rforging of the hook ef-
fected. When the forginghas been completed,
which is apparent by the upper die resting
upon the face of the lower die, the upper die
is raised out of the way and the outer end of
the lever n struck by a hammer or otherwise
foreibly depressed, which causes the pin o to
rise and raise the cheek-piece ¢ with such
force as to throw it into the position shown in
Fig. 5, which will release the hook C, and it

-willfallupon theseat 4, or when a finisformed

in the cavities b’ and v the hook may be car-
ried with the cheek-piece and dropped at one
end of the lower die. The scale which falls
from the forging upon the seat 1 will gravi-
tate toward the center of the seat, and is re-
moved therefrom through the groove y, which
is inclined outward from the transverse cen-
ter of the seat toward both sides of the die.
The cheek-piece ¢.is then returned to its seat
on the part a, when the foregoing forging may
be repeated. After the hook has been forged
it is drilled through the thickened portion z
and seats (not shown) formed for engaging
with a draw-head.

Having thus fully described my invention,
what I claim is—

1. In dies, substantially as desecribed, for
forging car-coupling hooks, alower die in two
parts, each having suitable cavities therein,
and one of said parts movable from the other,
in combination with an upper die.

2. In dies, substantially as described, for
forging car-coupling hooks, a lower die in two
parts having suitable cavities therein, sepa-
rated at an angle to the horizontal plane of
the die, and one of said parts movable from
the other, in combination with an upper die.

3. In dies, substantially as described, for
forging car-coupling hooks,alower die in two
separable parts, each having suitable cavities
therein, and means for separating said parts,
in combination with an upper die.
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4. In dies, substantially as déscribed, for
forging car-coupling hooks, alower die in two
parts havingsuitable cavities,and one of said
parts hinged to the other,in combination with
an upper die. )

5. In dies, substantially as desemqu, for
forging car-coupling hooks, a lower die in two
parts having suitable cavities, and one of sz_ud
parts hinged to theother,in combination with:
suitable means for raising one of said parts
to release the forging, and an upper die.

6. In dies, substantially as described, for
forging car-coupling hooks, a lower diein two
parts having suitable cavities,and one of said
parts hinged to the other, in combination
with a tripping mechanism for raising one of
said parts to release the forging, and an up-
per die.

7. In dies, substantially as described, for
forging car-coupling hooks, alower die in two
parts having suitable cavities and an angular
line of separation between said parts, a hinged
joint, a lever, and a pin for raising one of
said parts of the die, and an upper die.

8. A lower die, substantially as deseribed,
having suitable cavities therein, and an anvil
on one end of the die,in combination with an
upper die havingsuitable cavities,and a ham-
mer-surface at one end corresponding with
the anvil on the lower die.

9. A two-part lower die,substantially as de-
seribed, having an angular wall and a con-
cave seat on one part, an angular wall anda
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convex surface on the other part, and said -

parts movably connected, and a transverse
and a longitudinal cavity in the die, in com-
bination with an upper die having a trans-

“verse and a longitudinal cavity..

In testimony whereof I affix my signature in
presence of two witnesses.
JOHN GREEN.
Witnesses:
D. C. REINOHL,
H. B. REINOHL.
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