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To all whom it may concern:

Be it known that I, JOSIAH S. CARTER, a citi-
zen of the United States, residing at New
Britain, in the county of Hartford and State
of Connecticut, haveinvented certain new and
useful Improvements in Drive-Chain Links,
of which the following is a specification.

This invention relates to that class of drive-
chains which are made of sheet metal; the ob-
ject being to provide an improved drive-
chainlink having great strength, and adapted
to be manufactured of a single thickness of
sheet-metal.

The invention consists-in the improved con-
struetion of the chain-link, and in the method
of, and blank for, the manufactureof the link.

In the drawings accompanying and forming
a part of this speecification, Figure 1 is a plan
view of a chain-link embodying my present
improvements, Fig.2 is an edge view of the
chain-link. Fig. 3 is a plan view of a portion
of a drive-chain formed of myimproved drive-
chain links. Fig. 4 is an edge view of the
chain shown in Fig. 3. Fig. 5 is a plan view
of the blank for the chain-link.

Similar characters designate like parts in
all the figures.

The improved chain-link shown in the draw-
ings consists of the hook, or knuckle desig-
nated in a general way by B, the pin or pintle,
designated in a general way by C, and two par-
allel side-bars, 2 and 4, connecting the respect-
Said four
portions of the link, B, C, 2 and 4, form a sub-
stantially rectangular figure having the inte-
rior space 3, Fig. 1.

The blank for making the chain-link (see
Fig. 5) consists of aplate of sheet-metal, which
is designated in a general way by D, and com-
prises the hook-forming portion 5, the lower
pintle-forming portion 6 joined to said hook-
forming portion, by the two side-bars 2 and 4
and having the upper pintle-forming portion
7 extending into the interior space 3 of the
link; which space is bounded by the .inner
edge, 15, of the hook-forming portion 5, the
side-bars 2 and 4, and the dotted line a a, cor-
responding to the inner side of the finished
pintle.

The method of manufacturing the link is
to eut out the blank and form therein thein-
terior space 3, whose side-cuts extend to the

aforesaid line a a coinciding with the forward
or bearing side of the pintle of the chain-link.
The lower pintle-forming portion, 6, is then
shaped, by means of suitable dies, to form the
lower portion, 6’, of the chain-link pintle;
while the upper pintle-forming portion, 7, is
bent upward and backward toform the upper
part, 7', of the finished pintle. By this

bearing side thereof, intermediate between
the two side-bars 2 and 4, is of continuous
metal, without any longitudinal joint orbreak
to weaken the same or to divide the bear-
ing surface of the pintle. According to this
method, also, one-half of the pintle is made
of stock cut out to form the space 3,and which
would otherwise, as heretofore in the art, be
wasted. The upper part 7’ of the pintle,
which part is formed of the portion 7 cut from
the interior space of the link-blank, being
bent over to abut against the edge of the op-
posite side 6’ of the pintle, is thereby firmly

supported, so that on subjecting the chain to:

heavy strain, the pintle is not closed, but re-
sists the pressure of the hook B. This ntili-
zation of said normal waste-portion of the
stock effects an important saving of material,
and correspondingly reduces the cost of the
chain-links. '

" The hook-forming portion, 5, of the chain-
link blank is bent downward and then up-

ward and backward as indicated by the dot-

ted cirele 20, Fig. 2, to form the hook B, whose

‘eye 14 is for receiving the pintle of another

link. Theedgeportions8and 10 (outside the
dotted lines ¢ and ¢/, Fig. 5) of said hook-
forming portion are shaped to form the hook-
flanges, 8’ and 10’, respectively, of the finished
link, as will be understood by comparison of
the several figures of drawings. By con-
strueting the link-hook in this manner, it is
strengthened to be equal substantially to the
side-bars, while using only a single thickness
of metal therefor, The flanges 8’ and 10’ are
formed of the continuations 8 and 10 of the
side-bars 2 and 4, respectively, being molded
orcurved at the points 2’ and 4/, respectively,
from the horizontal plane shown in Fig. 5 to
the vertical plane shown in the preceding fig-
ures.

In forming the hook of thelink, the end, 5,

of the link-blank is not brought over against
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the side of the link, but a space, 12, is left to
passone of the side-bars of anotherlink when
assembling the links into a chain. This op-
eration is readily performed by taking one of
the links, putting it in the position shown by
dotted linesat E, Fig. 4, sliding the pintle into
the eye or space 14,—the side-bar passing
through the slot 12,—and then swinging the
inserted link over to the position shown by
dotted lines at I, Fig. 4.

Having thus deseribed my invention, I
claim—

1. The sheet-metal chain-link-blank herein
described, consisting of an integral plate hav-
ing an interior opening and comprising the
two parallel side-bars connected at one end
by the pintle-forming portion of the blank,

and eonnected at the other end by the hook-
forming portion, and having the side-bar ex-
tensions 8 and 10 joining the edges of said
hook-forming portion and constituting flange-
forming portions, substantially as deseribed.
2. The herein-described sheet-metal drive-
chain link having the side-bars and a pintle
at one end thereof, and the curved hook at
the other end of the link having at the ends
thereof flanges around the hook and connect-
ing with the side-bars and formed by bend-
ing the flange-forming portions of the blank,
substantially as deseribed.
JOSTAH 8. CARTER.
Witnesses:
HENRY L. RECKARD,
FraNcrs H. RICHARDS.
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