Congruction of a
Heavy Duty Tradtor Scraper

Bill of Materials
Quantity Maierial Description
4.0 *5 x 2 x .25 rectangular tube
5 *5 x S x .25 square tube
3r *6 x 4 x .25 rectangular tube
6 *1-1/4 x 1-1/4 x .109 square tube
1.17sqfi  *1/4” MS plate
1.0sqfi *1/2” MS plate
6.62sqft *3/4” MS plate
461 sqft *1” MS plate
Tsqft *1-1/4” MS plate
4.75 10 x 10 x .375 square tube
LY 1-1/8" cold rolted round
1O 2" cold rolled round
275 1/2” hot rolled round
3.3% I x 1 hot rolled square
6 1/2 x 17 fat stock
9.y 5716 x 18” (T-1 steel) rolled
1ea 27X 9” hardened steel bolt & nut
1ea 5/87x 2-1/2” steel bolt & nut
3ea 3/87x 1” steel bolis
1 qt Green enamel
I qt Yellow enamel
1 qt Red primer

|
1

1-1/2 x 10” stainless round
12” hydraulic ram

*indicalesscrap material
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Condtruction Process:
/. Preparation: Following is a complete lig of dl the con-
sruction materids for the scraper by part number together
with the description, type, Sze kind and specific lengths
needed for this project. Also shown are any specid preparation
or processes needed such as drilling, machining, grinding, etc.

Part No.
No, Description Pieces
1 Roiled blade |
2 Blade braces 2
3 Swivel brace 1
4 Cutting blade 1
5 Swivel plates 2
6 Swivel pin 1
7 Lower pivot 2
bracket
8 Cylinder mount 1
pivot bracket
9 Upper pivot 1
bracket

24

Type
Material

5/167x 18"x 93~
plate (T-1 steel)
B"x 4.57x 16
plate

14"x 53%4"x 17"
MS plate

17y 93"
hardened

W% 15%7x 20"
MS piate

2”x 9" hardened
bolt and aut
17x 4%7x 10%”
MS plate

1”x 177x 277
MS plate

Wx ex 107
MS plate

Instructions
Have rolled.

Cut on tracer
with pattern.

Cut on tracer.
Machine hole.
Purchase.

Flame cut on
tracer. Machine
holes to size.

Purchase.

Flame cut.
Machine holes.

Cut on tracer.
Dirill holes.

Pattern cut.
Machine hole,



Part Ne. Type Part No. Type
No. Description Pieces Mailerial Insiructions No. Description Pieces Material lastructions
10 Swivel 1 1%"% 107 Shaped on 20 Upper hitch 1 5"x5"x .25x Cut square.
lock pin stainless lathe-bend to vertical member 9" tube
right angle. 21 Hitch pins 2 I%"x 127 cold Chamfer end,
11 Main frame 1 10"x 10”x .375 x  Cut square. rolled round drill holes for
577 wbe stock snap pin.
12 Cap for I 14x5"x 5" Cut to fit. 22 Pivotpinlock 2 Wx 17x 7W” Cut square.
part 20 MS plate flat
13 Hich braces 2 5"x2"x .25« 40° bottom end, 23 Jackstand base 1 A"x 4"x 4” Round corners.
2" tube 50° top end. plate
14 Horizontal I 6"x4"x.25x  Cut square. 24 Jackstand lock 1 %"x 2'%%” bolt Weld nut 1o
hitch member 377 tube & nut sleeve.
15 Ouside hitch 2 1"x4"x 127 Use pattern 25 Jacksiand 1 14"x 147x Tap %” hole.
pin bracket MS plate and tracer. sleeve 109 x 77 tube
16 Inside hitch 2 1"x 3"x 5% Use pattern 26 Jackstand I 1" 17x 407 Weld 10 base.
pin bracket MS plate and tracer. square
17 3rd arm 2 %"y §57x 257 Use paltern 27 Hose holder 1 %"x33”round  Bend open full
bracket MS plate and tracer. S,I,Od(,, ” cu_'cle on IOEJ
18 Main frame 1 Wx 107x 107 Use pattern 28 Hose holder I %x 4 7 Drill three %
end cover MS plate and tracer. 29 Hbase hold 3 %hle lelate Fhollcs.
19 Tilt pin l 2"x12"cold ~ Make head of ose horder B astens to
s - fasteners machine bolts main frame.
solled round 4" plate, drill . PR
retainer. 30 Hydraulicram 1 12"x2 Mount to
two-way brackets.
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SIDE VIEW

Step 1) Heavy white paper and a pen with india ink were used
to make afull sizeline drawing of the parts that were to be cut to
shape with the tracer flame cutting machine. Most of the larger
holes were also flame cut, then machined to exact size. Parts no.
2,3,5 7,89, 12, 15, 16, 17, 18, were prepared in this manner.

Step 2) All parts requiring flame cutting were cut out on a
flame cutting machine utilizing the line drawings of each part
and the tracer head on the cutting machine. Flame cut parts
were chamfered on the edges to remove dag and sharp edges.

Step 3) All parts having flame-cut holes which required
precision tolerances were machined to size on a vertical
milling machine.

Step 4) All parts requiring straight or angled cuts were set up
and cut on the horizontal band saw to the lengths indicated on
thedrawingsand cutting list. Partsno. 11, 13, 14,19,20,21,22,
25, 26, 27, were cut in this manner.

Step 5) The necessary holes were drilled in parts 8, 17, 15, 16,
31, 5, 28, as shown on plans.

Step 6) Assembly of the scraper started by laying out (part no.
11) the 10%x 10" tubing main frame and closing in the one end
with (part 18) the 1/4"x 10"x 10" plate. On the opposite end
was welded the 1" plate which closed off that end as well as
serving as the upper anchor for the hydraulic cylinder and
providing the mounting for the vertical pivot point, (part 8).
The extended ear of this part was put to the right side when
looking from the rear of the scraper.
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Step 7) Part 9, the other vertical pivot bracket was welded to
the underside of the main frame tubing and aligned to part 8
with the pivot pin which had been formed on the lathe.

Step 8) Part 14, the horizontal hitch member was welded to
the underside of the front of the main frame member, centered
on the main frame and making sure that it extended at right
angles to it. The vertica hitch member (part 20) was then
welded on so that it was even with the front of the main frame,
centered on and extending vertically from it. This part (5"x 5"
tube) was then capped with the 1/4" plate (part 12).

Step 9) The two hitch braces (parts 13) 5'x 2"x 2' tube with
the 40° and 50° angled ends were then welded in place
diagonally so they formed a brace between the upper hitch
member and the horizontal hitch member.

Step 10) The I"x 4"x 11-1/4" plate outside hitch brackets
(part 15) were then welded to the ends of the horizontal
frame member.

Step 11) The inside hitch pin brackets (part 16) 1"x 3'x
5-1/2" plate were then welded in their proper position by
inserting the hitch pin through the holes in both inside and
outside hitch pin brackets to align them.

Step 12) The upper, or third arm mounting brackets were
then placed in their proper location according to the plan and
the holes lined up with the proper size pin before welding
them in place.

Step 13) The 3/4"x 15-3/4"x 20-1 /2" swivel plates (part 5)
were then clamped together so that the holes lined up, and the
["x 4-1/2"x 10-1/2" lower pivot brackets were mounted on
the top plate in the proper position. They were then tacked in
position, making sure they would mate with the upper pivot
brackets on the main frame underside.

Step 14) The two [/2"x 4-1/2"x 16" plate blade to swive
plate braces were positioned in place on the curved blade, to
line up flush with the top of the blade. The swive plate (lower
one) was set in place on top of the blade and braces, lined up
and tacked in place.

Step 15) The 1-1/4"x 5-3/4"x 17-1/2" plate swivel pivot
brace (part 3) was positioned in its proper location. The pivot
pin was installed through the swivel plates and this brace to
insure that the holes lined up, and was tack welded in place.

Step 16) All maor scraper parts have now been welded or
tacked together. They are now checked for proper fit and
operation, then completely welded together.

Step 17) The jackstand was assembled and the holes were
drilled in the main frame for mounting. The jack was then
installed to support the front end of the scraper when it is not
in use,

Step 18) The hose support was bent and installed.

Step 19) All parts were cleaned, dag and splatter removed. A
coat of rust resistant metal primer was applied. Two coats of
enamel paint were then applied.

Step 20) The 12" hydraulic ram was installed in place.
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