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JOHN M. REED, OF BEAVER FALLS, AND HARRY A. REED, OF PITTSBURG,
ASSIGNORS OF ONE-THIRD TO GILES B. BOSWORTH, OF . PITTSBURG,

PENNSYLVANTIA.

MANUFACTURE OF SHOVEL-BLANKS.

SPHCIFICATION forming part of Lietters Patent No. 392,134, dated October 30, 1888,
Application filed July 30, 1888. Serinl No. 281,402, (No model.)

Lo all whom it may concern:

Be it known that we, Joa~x M. REED, re-
siding at Beaver Falls, in the county of Beaver
and State of Pennsylvania, and HARRY A.

REED, residing at Pittsburg, in the county of

Allegheny and State of Pennsylvania, citizens
of the United States, have invented or discov-
ered a certain new and useful Improvement in
Manufacture of Shovels, of which improve-
ment the following is a specification.

The invention described herein relates to
certain improvements in the art of manufaec-
turing shovels and like implements. The
usual practice in manufacturing such imple-
ments consists in rolling out a plate or bar of
sultable thickness and then stamping out a se-

~ries of ‘‘blanks,”” as they are termed, each
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blank being provided with a tang. The blank

is then heated and the tang split, and a hole
formed in the edge of the blank between the

two parts of the tang. The blank thus pre-
pared is then bysubsequent operations broken
down, reduced, and formed into a finished

- shovel, the two parts of thesplit tang and the
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hole in the edge of the blank being shaped
into straps and a socket for securing the han-

- dle in place. The greatest difficulty encoun-
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tered in the above-deseribed operation is the
proper splitting of the tangs, a considerable
percentage of blanks being destroyed by de-
fective splitting.

The object of the invention herein is to pro-

vide for the partial formation of the straps at

4 stage in the operation where there is no lia-

bility of destroying the blank; and it is a

further object of said invention to materially

lessen the steps now employed in such manu- |

facture by avoiding the breaking-down opera-
tion now effected in each blank.

In general terms, the invention consists in

the several steps or operations, all as more
{ully hereinafter described and claimed.

In the accompanying drawings, forming .a
part of this specification, Figure 1 is a per-
spective of a slab, ingot, or, billet illustrative
of the first step in our invention. Fig. 2is a
view of a plate produced by rolling the ingot

Inthe practice of our invention we produce, 50
by rolling, casting, or other suitable means,
an iron or steel slab, ingot, or billet, 1, of a
suitable width—e. g., about equal to the com-
bined length of the blade and straps in a fin-
ished shovel. In one edge of thisslab, ingot, ¢s
or billet we punch or otherwise form a series
of transverse heles, 2, which are located at
such a distance apart—dependent upon the
thickness of the slab, ingot, or billet—that in
the elongation incident to the rolling down of 60
the slab, ingot, or billet to approximately the
thickness of the finished shovel the centres of
two adjacent holes, orratherslits—as such will
be the shape of the holes after the slab or bil-
let 1s rolled—will be separated by a distance 6z
equal to the width desired in the blank to be
produced. | -

Afterthe holes2have been formedin theslab,
ingot, or billet, as above described, said ingot
or billet is reduced to a thickness desired by 7o
passing the same longitudinally through suit-
able rolls, thereby forming a plate, 3, as shown
in Fig. 2. In order to prevent the walls of
the holes being welded together in the rolling
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| operation, a little slack or oxide of iron may 75

be introduced into said holes prior to rolling.
The plate is next cut along the lines a D, b ¢,
and ¢ d, thereby dividing said plates into a
series of blanks, 4, of approximately the size
of a shovel, each provided with two straps,
the cuts « b being made within the edges of
ths slits formed in rolling the slab or billet,
and the cuts b ¢ interseeting the cuts « b at a
point a little above the bottom of the slits,
such remaining portions of the slits below the
cuts 6 ¢ being subsequently formed into sock-
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-ets for the ends of the handles.

It will be observed that in the above-de-
scribed method the portions 5 of the plates
between two adjacent slits and above the
lines of cut b ¢ are practically waste; henece in
lieu of spacing the holes 2 in the slab, ingot, or
billet so that the centers of the slits formed in
the rolling operation are separated by a dis-
tance approximately equal to the width of the g3
blank to be produaced, as above described, we
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shown in Fig. 1, and Figs. 3 and 4 are similar | prefer to so arrange said holes that the edges
views of a modified form of ingot and plate.

of the slits shall be separated in the rolled
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plate by a distance equal to the width of a | there 1s no liability of injury to the blanks or

blank, and by making the holes 2 of 2 depth
somewhat greater than the length of the blank
desired the dimensions of the portions 5 of
the plate will be approximately equal to the
body portion of a blank. In addition to in-
creasine the distance between two adjacent
holes 2, as above stated, holes 6 are punched
in the slab, ingot, or billet at a point midway
between two adjacent holes 2, as shown 1n
IFig. 3, said holes being made of a depth ap-
proximately equal to that required in the
socket of the finished shovel.

- The slal, billet, or ingot having the holes 2

and 6 alternating, as shown in Ifig. 4, 18 ve-
duced by a series of longitudinal passes be-
tween suitable rolls to a plate, as shown 1n
Fig. 3, having a series of alternating long and
short slits, the latter being located midway of
the portion 5 of the plate lying between two
adjacent long slits. This plate is now divided
by shearing or cutting the same along the lines
a b, ¢, aud ¢ d into aseries of blanks, 4 and o,
the former being provided with straps or di-
vided tangs and slits adapted to form sockets,
and the latter being provided with slits only
adapted to form sockets.

It will be observed by reference to Ifig. 4
that in increasing the distances between the
holes 2 for the formation of the blanks b the
portion of the plate 3 from which the body of
the blanks 4 are cut is correspondingly i1n-

creased in length, so that in cutting up the
plate, as above described, there will be a waste -

portion, 7, between two blanks 4 of a width
approximately equal to the width of the slits
formed by the boles 2. As these portions 7
of the plates are of a thickness approximately
equal to twice the thickness of the tangs or
straps on the blanks 4, we propose to reduce
the same by rolling or other suitable means to
approximately the thickness of the tangs on

the blanks 4, and then by shearing the same :

form two straps or tangs,one or both of which
can be welded or riveted to the walls of the
socket in the blanks 5, thercby forming a
shovel-blank with a socket and one or two
straps, as desived.

It will be observed that in the above-de-
scribed method there is practically no waste,
and that the heating and loss of blanks incl-
dent tothe tang-splitting operationareentirely
avoided, the ‘ embryonic straps,”’ as they

might be called, being formed at a time when .

material forming the same.

A further advantage incident to my 1u-
proved method is that the slab, ingot,or billet
can be rolled so that the blanks cut theretfrom
need be subjected only to the final shaping

“and finishing operations in order to completc

the shovel, thus avoiding the separate break-

ing down of cach blank and thereby effecting

a considerable saving in the labor, time, and
cost of manufacturing shovels or other like

- articles.

For convenicenee of definition the slab, 1ngot,
or billet herein shown and described 18 termed
a ‘‘single width,”’ slab or ingot, making it of
“«“ loubie width,”’ and putting a series of holes
in each edge would be merely a duplication of
the invention, as when longitudinal severance
of the plate produced by rolling such double
slab or ingot were made each half would be:
single-width plate.

We claim herein as our invention—

1. As an improvement in the art of making
shovel-blanks, the method herein described,
consisting in punching or otherwise forming
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series of holes at regular intervals, as shown, 8o

in one edge only of a single-width slab, 1ngot,
or billet, reducing said slab, ingot, or billet 1n
thickness, and elongating it, thus forming a
plate of uniform or approximately uniform
thickness and transforming the holes into
slits,and then severing the plateupon the lines
a b, b e, ¢d, substantially as shown, to forma
series of shovel-blanks, substantially as set
{orth.

2. As an improvement in the art of manu-
facturing shovel-blanks, the method herein de-
seribed, consisting in punching or otherwise
forming a series of alternating long and short

holes at regular intervals in one edge only ol -

a single-width slab, ingot, or billet, reducing

- said slab, ingot, or Dillet in thickness, and

clongating it, thus forming a plate of uniform
thickness and transforming the holes into
long and shortslits,and thensevering the plate
upon thelines ¢ b, b ¢, ¢ d, to form a series of
shiovel-blanks, substantially as set forth.
In testimony whercof we have hereunto set
our hands.
JOHUN M. RIED.
HARRY A. REED.
Witnesses: |
W. B. CORWIN,
DARWIN 5. WOLCOTT.

35

GS

100




	Drawings
	Front Page
	Specification
	Claims

