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This invention relates to the method of mak-
ing vehicle brakes, and more particularly to an
articulated brake shoe.

This application is a division of my co-pending

5 application, Serial No. 417,302, filed December 30,

1929, for a Brake shoe and method of making

same.

One object of the invention is to form an articu-
lated brake shoe from a single strip of stock.

1 Another object is to form a pivotal joint be-
77 tween two sections of a brake shoe by shearing
a piece of stock and reassembling the sections
with the line of shear serving as a pivotal bear-
ing therebetween. .

_Another object is to provide an improved pivotal
joint for brake shoes capable of withstanding any
compressive load to which the brake shoes may

"be subjected in service,.

Another object is to provide a simple and ef-
20 fective pivotal connection for brake shoes con-
structed in such a manner as to insure a perfect
fit between the parts thereof, and hetween the
assembled brake shoes and the co-operating ele-
ments of a vehicle brake.

Other objects relating to details of construc-
tion and economics of manufacture will appear
‘hereinafter.

In the accompanying drawing, which illustrates
the preferred embodiment of the invention:

Figure 1 is a side elevation of an articulated
brake shoe constructed in accordance with this
invention, parts being broken away to more clear-
ly show the structure.

Figure 2 is a detail view of one of the pivotal
joints taken from a plane indicated by the line
2—2 in Figure 1 and looking in the direction of
the arrows.

Figure 3 is a side elevation of the stock rolled
into form preparatory to dividing the same into
sections.

TFigure 4 is a detail perspective view of the stock
after the first step of the method of forming the
pivotal joint has been taken.

Figure 5 is a similar view after the next opera-
tion has been performed.

Figure 6 is a similar view after the stock has
- been sheared.

- Pigure 7 is an elevation of the completed joint.

Fig. 8 is a view showing the angle which

the straight edges of the notches in the radial
web make with radii drawn from the center of
a circle forming the arcuate line of shear.

. Fig. 9 is a side elevation of a variation of th
-invention. :
55 The brake .shoe forming the subject-matter of
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this invention is of the general type shown in my
co-pending application, Serial No. 347,515, filed
March 16, 1929, and is primarily designed for use
with the type of brake illustrated therein. The
brake shoe disclosed in the said application con-
sists of a split ring rolled from T-stock and having
portions of the vertical web cut away to render
the shoe sufficiently flexible. In the present in-
vention a. similar T-section split ring is utilized
and flexibility is imparted thereto by articulat-
ing the same, a minimum amount of stock being
cut away. Substantially the entire width of the
vertical web is retained intact, thereby increasing
the strength, rigidity, and durability of the shoe,
while permitting free expanding and contracting
movement.

In forming the improved brake shoe, a section
of T-section stock is rolled to form a split ring 10
having a radial web 11 and a peripheral web 12.
Preferably this operation is performed by the
machine and method disclosed in my co-pending
application, Serial No. 399,653, filed October 14,
1929. The ring 10, having the form shown in

. Figure 3, is then placed in a suitable machine and
notches 13 are cut in the peripheral web 12 on

opposite sides of the radial web 11 and at the
peints at which the pivotal joints are to be formed.
Notches 14 and 15, and apertures 16 are then
punched -in the radial web 11. Each notch 14
has two straight edges 17 and 18 and an arcuate
edge 19. The straight edges 17 and 18 intersect
the peripheral web 12 at the opposite edges of
one pair of notches 13, so that each pair of
notches 13 and the corresponding notch 14 form
a continuous recess opening from the exterior
surface of the ring 10 inwardly to the arcuate
edge 19. 'The center of the circle determined by
the arcuate edge 19 lies in the web 11 and is
offset along the web from the notches 13. The
straight edges 17 and 18 make substantially the
same angle A and A’ with radii X and X’ drawn
from such center to their respective intersec-
tions with the arcuate edge 19 in order to provide
maximum clearance with a minimum weakening
of the web 11. The aperture 16 is preferably con-
centric with this circle defined by the edge 19.
The notches 15 are formed on the inner side
of the radial web 11 directly opposite the nofches
14. Tach notch 15 has straight edges 20 and
91 and an arcuate edge 22, similar in every re-
spect to the edges 17, 18 and 19, respectively,
of the notches 14. The edge 22 constifutes a
portion of the circle defined by the edge 19.
After the formation of the notches described
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above, the radial web 11 is sheared between each
pair of notches 14 and 15. The line of shear
is indicated .at .23, and constitutes the portion
of the circumferénce of the cxrcle deﬁ'ned by
therewith of the edces 18 and 21. The ad-
jacent separated sections of the web 11 .are

thereby fermed respectively with.a head. 24 and a,

sccket 25.

By reason of the location of the center.of the
circle which includes the edges 19 and 22 and
the line 23 at a point offset along the web ‘11
from the notches 14 and 15, the recess-of ‘the
socket 25 is cutlined by an arc -greater than-a
semi-circle. Accordingly, -the -sections Anay: be
reassembled by slipping. the -heads 24 into .the
sockets 25 from the sides thereof in a xeversal
of the relative movement between the sections
caused by the shearing operation, and will be
held in this relation. against movement in. either
direction -parallel to the web 11. .

Washers 26 having a diameter grea,ter than

the heads 24 are secured to the opposite sides

‘of .the :'web 11 hy rivets 27 .passing through the
apertures.16. These washers prevent lateral sep-
aration .of the heads 24 and sockefs 25, while
permitting free pivotal movement of one mem-
ber relative to the other.

It will be evident that the parts of each Jpiv-
otal joint must necessarily fit perfectly, since the
bearing surfaces are the lines along which the
web 11 was sheared to separate the sections.

Furthermore, the dimensions of the completed

Jrake shoe .are readily .held within small toler-
ances, if desxred since the sections of each shoe
are originally cut from the same split ring.. In
Fig..9, a slight variation of the. invention has been
dllustrated showing .the manner of forming an
.articulated joint in a flat strip of material 30.
To form the joint in this instance, the strip 30
is slit .or sheared inwardly from one longitudi-
nal.edge transversely of the strip along.a straight
line 31 from which point the -strip is sheared
transversely .of fthe strip along an arcuate line

22 to the opposite longitudinal edge of the strip.

The numeral 33 designates the axis of the arcu-
The transverse shearing of
the strip .along the lines 31 and 32 divides the
strip intc a pair.of sections 34 and 35, the- former
possessing a projection 36 while the latter is
provided with an arcuate seat 37 on which the
pro,lecflon 36 may turn about the axis 33. In
‘the event the arcuate line 32 extends ‘through
more than 180° as indicated by the dotted line
to prevent longitudinal separation -of the
sections 34 and 35, the slit 31 can extend as
indicated at 31’ so that the section 34 can swing
in the direction of arrow A. In the event of it
being desired to swing the section 35 in the di-
rection of the arrow B, the strip can be notched
out at one longitudinal edge along the lines 31,
31’ and 32'.

While the foregoing description is necessarily
of a detailed character in order that the inven-
tion may be fully set forth, it is to be understood
that the invention is not limited to the specific
embodiment disclosed, and that modifications
and re-arrangements of parts and steps may
be resorted to within the scepe of the following
claims.

Iclaim:

1. The process of forming an articulated brake
shoe consisting of rolling a strip of stock into the

. form of a ring, severing said ring into sections

along lines to provide integral bearing members,

1,082,403

and re-assembling said sections with the bearing
members forming an articulated joint.

¢+ 2. The methed-of making:an articulated brake
‘shoe:from-a split:ring having radial and periph-
“eral webs which includes severing said peripheral
web, notching the inner edge of said radial web,

.shearing said radial web along an arcuate line

extending. from said notch across said radial web
‘to divide said ring and assembling the parts sc
formed ;said .sheared -edges providing a pivotal
:bearing -between -the parts of the ring.

'8, “The method of .making a brake shoe from a

-split ring having radial and peripheral webs which

comprises notéhing said peripheral web, notching

.&he -inner-and outer.edges of said radial web, the

-notch:in the outer edge forming a continuation of
:the :notch (in sHid speripheral web, and shearing
gaid radial web along an arcuate line extending
between the notches in the inner and outer edges
ihereof.

4. The method of formmg a brake shoe iroma
split ring having radidl and peripheral webs,
which includes severing said peripheral web,
notching the inner edge of -said radidl web, and
severing said radial web along .an arcuate ‘line
extending from said notch across said rad1a1 Web
and through more than 180 degrees. of.arc.

. The method of forming .a brake shoe from

.a spht ring ‘having radidl and petipheral webs,

which combprises notching said peripheral web,
notching the inner.and outer edges of .said radial
web with the notch in the outer edge Torming a
continuation of the notch in said peripheral web,
and shearing said radial web along an arcuate
line extending .between the notches in the jnner
.and outer edges thereof .and fhrough more than
180 degrees of arc to Torm an interlocking joint.

- 6. The methad of forming .a pivotal joint in a
strip of material which: includes slitting atleast
one edge of said strip, and shearing the strip dlong
an arcuate line extenidng from said slit across
the strip to divide the same into sections, one of
which is theréby formed with .a recess and the

_other with a prOJectlon adapted to bear in said

recess. .

7. The method of formmg a pivotal joint in a
strip of material which includes notching the
opposite edges.of said strip, and shearing the'same
along an arcuate line extending between said
notches to divide the same ‘into sections, the
sheared edge on one section constituting a recess
and the sheared edge on the other -section con-
stituting a projection complementary to -sdid
recess. -

8. The method of forming a pivotal joint in a
strip of material which includes notching an-edge
of said strip and shearing the same along an
arcuate line extending from said notch across the
strip and through more than 180 degrees -of arc
‘to divide the strip into sections, the sheared edges
an the sections constituting respectively a recess
and s complementary interlocking projection.

6. The method of forming a pivotal joint in a
strip of material which comprises notching the
opposite edges of the strip, and shearing the same
along an arcuate line extending between said
notches and through more than 180 degrees of
arc to divide the strip into sections, the sheared
edzes on the sections constituting respectively
a recess and a complementary interlocking pro-
jection.

10. The process of forming an articulated
brake shoe, which comprises rolling -a strip of
stock having angularly disposed parts, shearing
one of said parts on an arcuate line and the other
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of said parts on & straight line to sever said ring
into a plurality of separate segments, and there-
after re-assembling said segments.

11. The process of forming an articulated
brake shoe from a single strip of stock having a
radial and a peripheral web wherein the sections

in the shoe bear a pivotal relation one with re-

spect to the other, which consists in rolling said
strip of stock into arcuate form, dividing the pe-
ripheral web into sectors joined by the radial
web, shearing the radial web on an arcuate line
to form a pivotal bearing between the sheared
edges.

12. The method of forming a brake shoe hav-
ing a plurality of sections each of which bears
a pivotal relation to the next adjoining section
from a single strip of stock having a radial and
a peripheral web, which consists in rolling said
single strip of stock into the form of a ring,
notching the peripheral web transversely on each
side of the radial web, notching the radial web
in the zone between the two first mentioned
notches, notching the radial web at a point op-
posite the first notch therein, shearing said radial

5 web on an arcuate line between said nofches

therein to form a pivotal bearing between the
sheared edges.

13. The method of forming a pivotal joint in a
strip of material which includes slitting an edge

3

of the strip along two straight lines joined by an
arcuate line, the locus of the arcuate.line being
offset from a line drawn at right angles to the
edge of the strip through the slit, and shearing
the strip along an arc coincident with the arcuate
line across the strip and through more than 180
degrees to divide the strip into sections, the

80

sheared edges on the sections constituting respec-

tively a recess and a complementary interlocking
projection, and the end of one of said sections
being notched.

14. The method of forming a pivotal joint in a
strip of material having a flange at an angle to
the strip, consisting of notching the strip, slit-
ting an edge of the flange along two straight lines
extending from the notch and joined by an arcu-
ate line, the locus of the arcuate line being ofi-
set from a line drawn at right angles to the
edge of the flange through the slit, and shearing
the flange along an arc coincident with the arcu-
ate line across the flange and through more than
180 degrees to divide the strip and flange info
sections, the sheared edges on the sections con-
stituting respectively a recess and a comple-
mentary interlocking projection, and the mate-
rial of the strip adjacent one of said straight
lines being removed.

JOHN SNEED.
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