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Zool, whom it may concern 
Be it known that, , -i ARRY T. 

a citizen of the United S 3. 
lent of Butler, it the count 
State of Pennsylvania, have invented cer 

) new and useful inp'ovements in the 

clear, and exact description. 
The invention relates to the manufacture 

of yokes for railway draft gear and its obs 
ject is to provide a method by which the 
finished yoke may be forged from a single 
block of metal. 
The invention consists in the several novel 

features hereinafter set forth and more par 
ticularly defined by claims at the conclusion 
hereof. 

In the drawings: Fig. is a plan and ig. 
2 is a side elevation of a block of metal which 
tonstitutes the blank froin which the yoke 
will be forged. Fig. 3 is a section and Fig. 
4. a side elevation showing the bank atter 
it has been partially pierced at one end to 
forn) the Socket for receiving the coupler 
shank. Fig. 5 is a plan and Fig. 6 a side 
elevation of the blank after the head has 
been completely pierced and the key-way re 
inforcements have been formed on the sides 
and near the front of the yoke. Fig. 7 is a 
section and Fig. 8 a side elevation of the 
blank after the body portion of the shank 
has been forged into I-shape with a central 
longitudinal web and top and bottom flanges. 
Fig. 9 is a plan partly in Section and Fig. 
10 a side elevation showing the forging after 
the back end has been shaped. Fig. 1 is 
a plan partly in section and Fig. 12 is a side 
elevation of the finished yoke after it has 
been trimmed and the key-ways and the 
opening for the draft-gear' have been cut 
therein. Fig. 13 is a section taken on line 
13-13 of Fig. 12. 
The invention is adapted for the imanti 

facture of draft-gear yokes ion) a block of 
open hearth steel. A block 14 of such steei 
sufficiently ductile to be forged of the form 
shown in Figs. 1 and 2, is first pierced by a 
Suitable die to form pockets 15, as shown in 
Figs. 3 and 4, and during this operation the 
block will be elongated. Next, the pockets 
15 are deepened and the side Walls of the 
poeket are flared and shaped by Suitable dies 
to form key-Way-reinforcements 16 on the 

Specification of 

A. CO3,OR.A.C. OE NOIS. 

O. R.A.I.WAY DRAET.G.E.A.R., SO2ES. 

Paterated JR ERe 3, 1922. 
Serial No. 305,033. 

letters attent. 

199, 

Outer sides thereof, as shown in Figs. 5 and 
(5. Next, the bank is drop-forged in suit 
able dies which will elongate the blank and 
form flanges 8 and 19 with a connecting 
Web 17 So that the shank between the head 
and the back will be substantially I-shaped 
in cross-section, leaving a solid portion 20 
at the back end of the yoke, as shown in 
Figs, 7 and 8. Next, the back portion 20 
will be drop-forged so that the metal there 
in will be displaced to form a web 21 and 
a fange 23 which forms a reinforcement for 
the back end of the yoke and for engaging 
the back of the draft-gear, as shown in Figs. 
9 and 10. This operation is separately 
formed from the shank-shaping operation, 
because more metal must be displaced. 
Next, the web portion 17 and back walls of 
pocket 15 are cut away to form an opening 
or pocket 24 to receive the draft-gear. Then 
key-slots 25 are punched and the front ends 
are trimmed so that the yoke will be fin 
ished and of the form shown in Figs, 11, 
12 and 13. The pocket between the side 
walls 27 at the front of the yoke will be 
adapted to receive the coupler-shank, the 
draft-gear will operate in opening or pocket 
2-1 between top and bottom flanges 19 and 
18, the front of fiange 23 and the back of 
the side walls 27 and the key between the 
coupler and yoke will be held in slots 25, as 
well understood in the art. 
The invention exemplifies a method of 

manufacture by which a one-piece: yoke will 
be forged from a blank or block of desir 
able metal, for example open hearth steel. 
The invention is not to be understood a 

restricted to the details set forth, since these 
may be modified within the scope of the ap 
pended claims, without departing from the 
spirit and Scope of the invention. 
Having this described the invention, what 

i claim as new and desire to secure by Let 
ter's Patent, is: 

1. That improvement in the manufac 
ture of yokes for railway draft-gear which 
consists in forging a pocket into one end of 
a solid block of metal which is adapted to 
receive a coupler, forging the metal at the 
other end of the block into a yoke back, 
forging the intermediate portion into a 
shank and forming a draft-gear opening in 
the intermediate portion of the block. 

2. That improvement in the manufac 
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ture of yokes for railway draft gear which 
consists in forging a coupler pocket into 
one end of a substantially solid block of 
metal, forging the other end of the block 
to form a back with a marginal flange and 
a web, forging the intermediate portion of 
the block into a shank, and forming a draft 
gear pocket in said intermediate portion. 

3. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in forging a coupler pocket into one 
end of a substantially solid block of metai 
cutting slots in the sides of the pocket, forg 
ing reinforcements adjacent Said slots, forg 
ing the other end of the shanik into a 
back, forging the intermediate portion into 
a silank and cutting a di'aft-gear pocket in 
the shank. 

4. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in piercing one end of a solid block of 
metal to form a coupler-pocket, forging the 
remainder of the block into a shank and 
cutting in the shank an opening adapted 
to receive the draft-gear. 

5. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in piercing one end of a solid block of 
metal to form a coupler-pocket, forging the 
blank to foim a shank having top and bot 
tonn fianges and a connecting Web, cutting 
an opening in the web to form a pocket for 
the draft-gear. 

6. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in piercing one end of a solid block 
of metal to form a coupler pocket, forging 
the other end polition of the yoke into a 
shank having a Web with a surrounding 
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flange and cutting an opening in the shank 
to form a draft-gear pocket. 

7. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in piercing one end of a solid block of 
metal to form a coupler-pocket, forging an 
internediate portion of the block of metal 
into a shank having a web and top and bot 
tom flanges, forging the other end of the 
block into a web and a reinforcing flange 
around the web to form a reinforced back, 
and cutting an opening through the Web of 
the shank to form a draft-gear pocket. 

8. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in piercing one end of a solid block of 
metal to form a coupleT-pocket, forging re 
inforcements on the side walls of said 
pocket, forging a portion of the block in 
termediate its ends into a Wel) and marginal 
flanges, cutting an opening through the Web 
to form a draft-gear pocket, and cutting 
key-slots through the side walls of the 
coupler-pocket. - 

9. That improvement in the manufacture 
of yokes for railway draft-gear which con 
sists in piercing one end of a solid block of 
Eletal to form a coupler-pocket, forging re 
inforcements on the side walls of said pocket, 
forging a portion of the block intermediate 
its ends into a web and marginal flanges, 
cutting an opening through the web to form 
a draft-gear pocket, forging the other end 
into a web with a surrounding reinforcing 
flange to form a reinforced back, and cutting 
key slots through the side walls of the 
coupler-pocket. 

HARRY T. ANDERSON. 

40 

45 

50 

55 

60 

65 

70 

75 


