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To all whom it may concern:
Beit known that PATRICK W. GROOM, de-
ceased, of St. Louis, Missouri, made a new and

useful Improvement in the Manufacture of

5 Shovels,of which the following is a full, clear,
and exact desecription. ‘

The invention isan improved mode of mak-
ing shovels and "analogous tools having han-
dle straps integral with the body of the tool.

1o I prepare, by any suitable means, a straight,
flat, iron or steel bar grooved or channeled
longitudinally in its side edge, or in its side
edges according as the bar is designed for
making single or double shovel-blanks, and

I 5 then cut the bar transversely into blanks of
a suitable length for making a shovel-blank. |

- The blank is then rolled in a direction trans-
versely to its longitudinal axis; that is,trans-
versely to the longitudinal axis of the ulti-

20 mate shovel, until the solid portion of the

blank has been widened sufficiently or there-
about, to form the width of the shovel. - The
grooved portions of the blank, however, do
not materially widen during the rolling just

'- 25 described, the upper and lower parts of the

blank containing the grooves in practice
merely coming together or substantially to-
gether. The blank thusreduced isthen rolled

~ in the direction of the length of the shovel,
30 or shovels as the case may be, ultimately
made from the blank, by which operation the
wide portion of the blank is elongated suffi-
ciently for the blade of a shovel, or of two
shovels, according as the blank is a single or

35 a double one, to be made therefrom by the

customary means employed in cutting shovels
out of shovel blanks, and the remaining por-
tions of the blank (described above as the
erooved portions) are elongated sufficiently
g0 for the straps of the shovels to be madethere-
from by the customary means employed in
forming shovel-straps out of shovel blanks.
The usual socket, which it is desirable tohave
in the blade at the point where thestraps join
45 the blade is, when used, preferably formed
by puncturing the blank before it 1s rolled.
The annexed drawings, making partof this
specification, illustrate substantially the va-

i may be obtained.

Figure 1 therein is a view in perspective of
the bar from which the blanks are cut; the
broken lines indicate the blank-lengths: Fig.
2 is a plan of a blank cut from the bar; thé

| broken lines indicate the lines of the chan-

nels in its side edges and the position of the
punctures made in the blank to form the
sockets in the shovel-blades: Fig. 3 1s a ver-
tical, longitudinal section on the line 3—3 of
Fig. 2: Higs.4and 5,are,respectively,a plan
and a side elevation of the blank after 1t has

perspective of the finished double shoveél-

blank: and Fig. 7 is a view in perspective o
one of the shovels cut from the double shovel'

blank and ready to be finished.
The same letters of reference

same parts.

denote _the .
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‘been rolled transversely; Fig. 6 is a view in
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A represents the bar from which the blanks

_ It is of suitable propor-
tions for the purpose in question, and it has
a channel @ in each of its side edges o, &/,
for forming a double blank B, Figs. 2, 3, that
is, a blank from which a double shovel blank
is made. For while the hereindeseribed pro-
cess can be employed in making a shovel
blank having straps at but one end only,it s
profitable to apply it in making the double
shovel blank described, as the double blank

can be heated, and in reducing it, can be

passed through the rolls, substantially as read-
ily as can be a single blank. The sockets, a7,
Figs. 2, 3, and 4, can be formed in the blank
B by any means suitable for puncturingiron
in the form shown. .

The reduction of the blank B into the form
shown at C, Figs. 4, 5, is effected, preferably,
by passing the blank through suitable rolls
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such as used in rolling mills for reducing -

metal bars or plates of a nature analogous to
the one under consideration. The blank 18
rolled in both directions as indicated by the

Do

double headed arrow «x, Fig. 2, as thereby the '

metal in the central portion b of the blank is

transferred evenly to both sides of the blank

as shown at ¢ ¢ Figs. 4, 5. In this operation
the blank is proportionately reduced in thick-

ness, and the parts b, b/, closed together, sub-
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- rious stepsof the process under consideration. \ stantially as shown in Fig. 5. The blank,
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thus reduced, is then rolled, forward and | wise formed directly and separately, instead

backward as indicated by the double headed
arrow 7, Fig. 5, in the direction of the length
of the blank, and it is thereby reduced still
more and shaped into the form shown sub-
stantially at D Fig. 6,in which d represents the

body of the blank,and d’, d’, at each end of the :

body, a divided tang. Then, by dividing the
double shovel blank D transversely, as indi-
cated by the broken line z, Fig. 6, two single
shovel blanks d? d? can be formed, and out
of each of these single shovel blanks a shovel
E, Fig. 7, can be stamped in the usnal man-
ner, the body or blade of the shovel coming
out of the part 3 of the body of the blank
and the shovel straps coming out of the di-
vided tang d’. Theusual means, such as the
introduction of sand or dust therein, may be
used to prevent the divided tang-portions, in
rolling the blank,from being welded together.
In carrying out the first two steps of the

method hereindeseribed and claimed; thatis,
in producing the blanks I3, Figs. 2, 3, the right
1s claimed, and wished to be so construed, to
employ any equivalent step orsteps. That is,
said blanks ID might be forged, cast,or other- |

of being cut from a bar such as the bar A,

The bar, A,is shown flat uponits upperand
under surfaces. This is desirable, although
not absolutely essential, as a fair result can
be obtained from a bar not strictly flat.

What is claimed as the invention 18—

The hereindescribed improved method of
producing blanks for shovels and analogous
tools having handle-straps integral with the
body of the tool, the same consisting in mak-
ing a bar grooved or channeled in itsside edge
or side edges, then cutting said bar trans-

versely into blanks, then reducing said blanks

aund widening the solid portion of the blank
as described, and then further reducing the
blank and elongating both its solid and its
grooved portions to form the desired shovel-
blank.
Witness myhand this 27th dayof June,1392.
JOSEPII KENNEDY,
Admanistratorof Kstate of Patrick W. Giroom,
Deceased. |
Witnesses:
IHALBERT IH. MCCLUER,
H. STANLEY WILSON.
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