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having parallel sidewise adjacent ends form-
ing attaching means to a brake-beam, paral-
lel ears of double thickness adapted to re-
céive an actuating-lever between their adja-
cent, faces, and intermediate oppositely and
outwardly bowed portions adapted to {it the
flange of the brake-beam, substantially as de-
scribed.

4, A fulerum for attachment to a flanged
brake-béam consisting of a bent stvip of
metal having sidewise adjacent ends forming
attaching means to the brake-beam, parallel
angularly - offset ears of double thickness
adapied to receive an actuating-lever be-
tween their adjacent faces, and interimediate
oppositely and ouiwardly bowed poriions
adapteduo fit the flange of the brake-beam,
substantially as described.

5. The msthod of manufacturing a brake-
beam fulerum which consists in folding over

o strip of metal transversely so that ifs ends

are adjacent to each other to form means of
attachment to a brake-beam, and bending in-
wardly the central part of said strip to form
with the adjacent portions of the strip ears

‘for attachment to an actuating-lever, sub-

stantially as described.

.~ 6. The method of manufacturing a brake-

bean fulerum which consists in folding over
a strip of metal transversely so that its ends
are parallel to form means of attachment to

‘2 brake-beam, bending inwardly the central

part of said strip so as to lie flat against the

adjacent-portions to form therewith ears for

attachment to an actuating-lever, and twist-

ing said atteching ends and ears relatively to
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one another to secure a relative angular dis-
placement, substantially as deseribed.

7. The method of manufacturing a brake-
besan fulerum which consists in felding over
a strip of metal transversely so ‘thdt its-ends
are parallel to form means of attachment to a
Aanged brake-beam, bending inwardly the
central part of said strip so as to lie flat
against the adjacent poriions to form there-
with ears for attachment to an actuating-le-
ver, and bowing outwardly the two portions
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of said strip between said attaching ends and -
ears to form internal oppositely-disposed re-

cesses to receive the flanges of said brake-
beam, substandally as described.

8. The method of manufacturing a brake-
beam fulerum which cousiets in felding over
a strip of metal transversely so that its ends
are parallel to form means of atiachment to a
flanged brake-beam, bending inwardly the
central 'part of said strip so as to lie flat

against-vhe adjacent portions to form there-

with ears for attachment to an astuating-le-
ver, bowing outwardly the two portions of
said’ strip between said attaching ends and
ears to form internal vofi)positelyflc%i
cesses  to receive the flanges of said brake-
beam, and twisting said attaching ends and
ears relatively to one another to secure a rela-
tive angular displacement, substantially as

described.
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