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stampings are blanked therefrom.. :
- Another object of my 1nvent10n is to pro-
vide a D-top comprising sheet metal parts

35

vide an improved sheet metal D-top
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My 1nvent10n relates to- nnprovements in

D-—tope, such as are used on the handles of
implements such as shovels, spades and the

like, and relates pertmnlerly to an 1mprove-

ment over that type of D-top exempiified,
for instance, in United States Letters Patent

No. 1,528,506, to H. L. Bassett petented J an-.

uary 20 1925

An object of the present invention is to_- '

provide a sheet metal D-top which contains
no sharp edges, which in other constructions
may dlsen'leeebly engage Wlth the. hends of
the user. - o T

- Another object of my 1nvent10n is to p1 0-

may be formed of a pair of like sheet metal
stampings capable of assembly and place-
ment on the end of the nnplement hendle n
a simple, Inexpensive manner. IR
Another object of my 1nvent10n is to pl o-
vide an improved D-top in which the above
stated objects are satisfied and which will
be sturdy and strong, resisting breekacre end
bending in use. - - :

Another obj ect of my 1nvent10n 18 to pro—'
vide a D-top of the above character capable
of being formed from metallic blanks which
- may be stamped from a sheet of metal in
~such a way that very little waste metal will

be left in the sheet after successive of the

which may be readily formed in a rn1n11nvn1

of forming operations. - -
Another object of my 1nvent1en 18 the pro-

vision of a D-top of any of the above char-

~acters having a stele-socket formed of op-
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posed handle embracing parts susceptible of

resilient yielding so as to compressively em-

brace any of a: number of 1mplement ende

varying slightly in size.

- Another object of my 1nvent10n is to Pro-
Vlde a D-top having tubular grip support-

ing arms which are nearly closed threnghent
their lengths. -

- Another object of my 1nvent10n is to inex-

- pensively provide a strong, sturdy tubular
D-top which presents a good appearance
when placed on the end of an 1mple1nent

Wthﬂ. '

» WILLIAM H. BERGMANN OF CLEVeLAND onrzo e.seIGNOR TO T]’:‘[E’ AM_'ERICAN FORK &, PREREEI
S HOE COMPANY OF CLI]VELAND OHIO | |

_ Another ob]eet of my 1nvent10n is to pre-; |
vide a novel method of meklng a D- top for _'

implement handles.

Other objects of lnjr 1nvent10n and the 111-__; . |
65 .
‘erence to the followmg ﬁgures of the draw-—--r" B
ings. S I

vention 1itself will become apparent by ref-

Referz 1ng to the drewmge

Kig.
D- -top of Tlg 1.

Fig.. 1 is an eleva,tlonal Vlew of a D t0p
;_embodymw my invention. |

| e
2 1s:a side” VleW 1n elevatlon of the - |

Fig, 3 1s an elevatlonal view of one of thef '

two Tike complementery eheet metel parte '
for the D-top of Fig. 1.

g,

. 4 is a vertical medlel eectmnal view
taken on the line 4—4 of Fig. 2 R

Figs. 5and 6 are medial eectlonel and elde -

elevational views of a fragment of a D-top.

which is a eecond embodnnent of my 1nven-.
-thIl o

of I‘1g

=

- Fig. 8 111nstretee a eheet of metal merked-f”“
‘to indicate the successive etampmge shea,red

from the sheet.

 Referring now ﬁret to I‘lg 8, at 11 Show R
a sheet of metel such as soft steel, upon
Wthh the outlines of a plurality of sheet
-metal stampings, 1ndleated at 2, are succes-
- sively cat. *

Tt is to be noted thet the dlﬁ'erent stemp- o

o, T 1s 2l eectlon teken on- the llne 7-——7 .

ings are all alike and comprise a pair of like

wings 3 divergent from a’ common stem 4.
The stem 4 for each succesive stamping, is

85

taken from the metal lying within the wings =

‘3 and the ends of the wings are taken from
the metal disposed closely adjacent to the

lateral portions of the stem metal for the
next succeeding stamping and underlylng, as

shown the arms thereof.

90

1t Wll]_ be seen from the dremngs, there- -
fore, that a relatively small part of the metal

One of the objects of the invention, as
previously mentioned, is that of economy of
manufacture and thls 1s largely accomplished

by the eeenomy 1n the emount of materlal

of the sheet is left over and therefore largely.. :
‘representing waste from the stamping of suc-.

cesslve perts 2 from a strip of sheet metal. .

100 o



duction in the number of operations required
to be taken to give the Stemplng 2 1ts ult1-

“mate form a8 1lluetrated in Ifig.

o ing the like

- 10

15

20
~ the forming during the single pressing op--

This is ecoomphshed by Sultably des10*n-- ;
parts 3, of which two are re-
qulred for each D-top handle, so that 1t may
be formed from the blank in a single press

operation. The part 2 is pressed nto the
form of a divided channel of which the stem

4 is given the form of a slightly incomplete

sem1—oyhnder to form half of a handle stale-
socket, and the wings 3 are given the form
of 4 narrow Suhetantmlly U-shaped channel,

“each to form one-half of a flattened tnbuler

G'I'lp supporting D-top arm.
T'wo longitudinally aligned perforetlons 5
are formed smmlteneously in the stem with

~ eration above referred to.

25

‘These channel arm portions are indicated
at'3 in the drawings and Fig. 2 illustrated

in side elevation tWo like parts each formed

from a stamping 2, which may be placed

30

~or web 7T, which unites the arms or wings
3, and with its complementary part 7 of the_

together so that the stele socket halves 4 may

embrace the end of an implement handle 6,
which may project upwardly to the end of the
stale-socket, as defined by the inturned flange

| other etamplnfr forrne the end wall of the

35
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-sta,le socket.

Tt will be noted in Fi 1g
3 of the stamping contain a slightly offset

portion shown at 8, and 1t will be noted that
‘this formation enables the two complémen-
~ tary formed stampings, to be fitted together
$0 that their outer edges 9 fit closely together- '
~ from the ends 10 of the arms to the

point;
8, but permit portions of the stamping be-

- yond the point 8 toward and including a por-

45

- visible seam between the edges.

tion of the arms and the stale- soclet por-

tions to have their adjacent edges disposed

in slightly spaced relation so as to make a
This for a

_ pnrpose later herein enolamed

50

‘The arms retain their channel form only
to a point 12 near their ends, and there, 1n

- order to provide for the reoeptlon of the ends

- of a strip
. The rounded side edges of the strip 16
~are folded inwardly and together with the
‘edge 15, formed by enttlng the other wall
of the ehennel provides-a. shellow eoohet or

' 60

14 of the wood grip 13, one side of the chan-

nel is cut away on a Jine 15 and the arm 1s

continued to its end 10, as an extension of

the lateral edge 9 of the channel in the form
16.

- grip receiving cap 17.

The ends 14 of the grip are preferably re-

_.-“dnced in diameter relative to the body por-

85

tion, and the inturned portions of the cap
17 fit over the reduced grip ends and their

_ representlno waste durlng the stamping proo-,
A second economy is then effected by a re-

'O‘rlp

-1,'908 305

by formed on the body portion.
Prior to placement of the D-top on imple-

ment handles such as 6, the two complemen-

tary parts forming the tubular handle, as

1lustrated, are I‘lgldlY secured together and

Inede 1ntegral one with the other, by weld-

ing the edges of the D- top together at points

such as 1ndloa,ted by «’s at 18 on the line of
']nnotlon of the two complementary parts,

edges a,buttmgly eno*ege the shoulders there- _

70
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at their outer surfaces near the ends of the

arms 3 and preferably on the two sides of
the bolt receiving opening 19, swhich 1s pro-
vided by smtahly notehmﬁ* the blanks 2, as

shown at 20.
The bolt 21.1s pro]eeted throngh the a,hﬂ'ned

openings 19 of the arm extensions 16 ‘z,nd.

80

draws the free ends of the arms inwardly to

effect a tight grip by the recessed caps 17,

the bolt hemg projected throngh the usual
longitudinal bore of the grip. The end 6 of |

an 1n1ple1nent handle 1s bored transversely

in spaced portions to permit belts or rivets
22 to be projected through the perforations
5 of the stale-socket halves and the t1 ans-

verse holes through the: handle end.
The bolts or rlvete 22 draw the two stele-

soeket halves toward each other to bring the

opposing lateral edges of the stamping helvee

disposed below the point 8, more closely to-

gether to twhtly compress the ha,lves ag alnst

“the handle end.

The method of menufeetore ebove outhned

‘may be partially performed in a metal-work-
9 tha,t the Wlnge' '

ing factory through the welding operation.
ahove described, and the joined D-top halves

as an integral structure may then be supplied

to the wood-workers who will apply the grip.
13 and nnplement handle 6.

In FlG‘S 5 and 6, I show another ernbodl--

ment of 1 my 1nventlon comprising a modifica-
tion in the form of the ends of the arms 3,

‘the D-top being otherwise formed as ahove

described. 1In the second embodiment as 1l-
lustrated, instead of cutting away the inner
channel along the line 15 as s above described,
the handle is continued in-its tubular form

to its end 10 and then a subsequent forming

operation is-accomplished upon the free ende

of the arms to flatten the channel in the por-

tion 24 so that the two channel walls of both
D-top halves are flattened into surface con-

tact, as shown at 24, and 1n this embodiment

the bOlb TeceIving perforatmn 197 1s prefer-

ably eooomphshed subsequent to or simulta-

neously with the: ohennel ﬂattenrno opera-

tion. - --
In this emhodnnent as in the premone em-

bodiment, the grip S‘Llpport1no tip portions -
of the arms are enlarged and of rounded out- -

line on their extermr edges so as to conform
W1th the rounded onthne of the ends of tho
18.

It will’ be seen tha,t the handle is tuhnler
throughout, is Very rigid, being 1eenforeed
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by 1ts tubular form in all pa,rts ‘md resmts_
bending and breaking stresses which occur
‘incidental to the use of the D-top. .
Having thus described my invention in two
_embodlmﬂnts I am aware that 1mmer0us and

xtensive depmtnres may be made from the

' emboﬁhmems herein illustrated and described
but without depar tmo from the spirit of my

invention.
I claim ;

1. A D-top for impiement handles com-

prising a subsuaptmlly V-sha,p o D*rlp sup-
porting element formed of two sheet metal

stampings comprising D-top halves and of
tubular form throughout, comprising a stale-
socket and integr ..-;Lhy ]omed orip supporting.
‘arms, the division being defined by separated

lateral opposing edges Of the two halves pro-
vided by offset, edﬁe portions of the sheet

v metal stamping, which extend throughout the
~supporting arm end@ said halves being

entire length of the cafalﬂ—soeket to permit

bodily inward movement of the stale-socket
‘halves when these are bolted against opposite -
sides of an implement handle end said halves
being integrally welded together along their

contwuoue Iateraﬁ edges ad]acmt then: 0r1p
supporting arm endls.

2. A D~—-t0p for implement hzmdles com-
prising a substantially Y-shaped grip sup-
porting element formed of two sheet metal

stampings comprising D-top halves and of
tubular form throughout, comprising a stale-

socket and inteor aliy 301ned grip supporting
arms, the division bemg defined by separated

lateral opposing edges ot the two Inlves pro-
vided by coffset edge portions of the sheet

“metal stamping, which extend throughout the

entire length of the stale-socket to permit

bodily inward movement of the stale-socket

halves when these are bolted against opposite
~sides of an implement handle end said halves
being integrally welded together qTong their

' contlgueus lateral edges ad]acent their grip

N
)

“supporting arm ends, saild halves being ini-

ually formed as like mnmlenmmmy Y-

shaped channels.

3 A D-top for 1111p16111ent mndles com-
prising a substantmlly Y-shaped grip sup-

porting element formed of two sheet metal
~stampings comprising D-top halves and of

tubular form throughout, comprising a stale-
socket and integr qlly ]omed orip supporting
arms, the division being defined by separated

later %1 opposing edges “of the two halves pro-

vided by oiffset edﬂ*e portions of the sheet

metal stamping, Wthh extend throughout the -

entire length of the stale-socket to permit
bodily inward movement of the stale-socket
halves when these are bolted against opposite

sides of an implement handle end, said halves
being 1ntegrally welded tooether along their
contwuous lateral edges ad]acent their grip

Sllpp()ltlllﬁ' arm ends sald halves being ini-

tially formed as like comnlementary‘:’ %haped

channels the 1nner wall of each channel arm

entire length of the stale-socket to
bodily 111wa,rd movement of the stale-socket

flat sheet .metal q

'for both ha,lves bemg cut 1way In grlp sup- -

"3 o .

porting portions of the halves to admit pro-

- jection of the grip ends for enfragement with

the outer walls of the channels.

4. A D-top for implement ha,ﬁdles com—---f

pmsmo a subgtantmlly Y-shaped grip sup-

porting element formed of two sheet metal -

stampings comprising D-top halves and of
tubular form: throufrhout comprising a stale-

e socket and mteﬂ'ra,lly ]omed grip supporting
arms, the division being defined by separated

lateral opposing edges of the two halves pro-

vided by offset edfre portions of the sheet

metal stampmg, which extend throughout the o

permit 80

halves when these are bolted against opposite

‘sides of an implement handle end, said halves

‘being integrally welded togethel along their -
85
inl-

contiguous lateral edges adjacent thelr grip

tially formed as like complementmy‘( -shaped

“channels, the inner wall of each ehannel arm -
for both halves being cut away in grip sup- -
porting portions of the halves to admit pro- 90
~ Jection of the grip ends for engagement with. =~
~ the outer walls of the channels the walls of

the outer channels having mturned edges |

adapted to recelve the ends of an 1nserted*_:_._ o

U‘I‘lp

Y-shaped ehmnneled form adapted: to be -

| Phced_ mn OPDosmcr contwuous lme relatlon to' SR
each other with channel edn"es of the one in
eng ‘wement with channel edges of the other_.. L

and Wewed together along the resulting seam
adjacent the grip supportmcr portions of the -

stamping being normally spaced prior to at-

‘arms, the opposing edges of each channeledr e
105

tachment to the end of an implement handle
projected into the hollow stale-socket stem

formed by the joined stampings, by offset por-' -

tions of said opposing edges.

6. The method of formmn a}. D-top lmple--

ment handle which mcludes stampings from

pair of -blanks of like
Y-shaped form, the lateral outer edges of the

Y branches thereof extending inwardly from
‘the ends of the branches in substantially par-

allel relation to a point remote from said ends o
and beyond said point being inwardly offset,

bending the blanks into Y- Sha ed llke chan-. |

nel form, placing the channel form stampings

1n opposing contlouous relation to each other 120 B

with the channeled edges of the one confront-
ing the channeled edges of the other, the said

_parallel edges of the blanks: constltutmcr en-
gaging confronting edges of the channel

stampings and the of" set edges of the blanks
constituting spaced confrontmﬁ edges of the

125

channel qtampm@s welding the channel
stampings togethel aloncr said - contactmg S
edﬂes |

7 AS an ;‘;Lrtlcle of manufacture, a, bla,nk; 130 .

S. ff‘ D top for 1mp1ement handles compms- IR
~.-1g a pair of sheet steel stampings of like |

115
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Q edapted to be used in 1de11t10a1 pairs for form-
" ing’'a D-top haiidle, the blank being generally

of flat sheet metal Y-shaped form, “the lateral
~outer edges of the Y branches ther eof extend-

ing inwardly from the ends of the branches
1n subetantmlly parallel relation to a point

remote from said ends a_,nd beyond sald pomt o

being inwardly offset. -
8. As an article of manufaeture, a blank
adapted to be used in identical pairs to form

| D—t0p ‘handles, the blank being generally of

1B

“flat’ sheet metal Y-ehaped form, and the
Y-form blank having its lateral outer edges

'pr0v1ded with mwardly offset portions be-
oinning at points below the free ends of the

% br anches and centlnumg to the lowel end

of the blank. |

9. As an article’ of m%nufacture, a blank

ada yted to be used in identical pairs to form '

D—-top handles, the blank being generally of

~ flat sheét metal Y-shape form and a lateral

25

outer edge of the blank comprising an in- |

wardly offset portion béginning at a point
below the upper iree end of the eorrespond-
ing Y branch and eontmumg to the lower end

ef the blank.

10. As an article of manufa,cture, a blank
adapted to be tised in identical pairs for form-

o _3'0 ing D-top handles, the blank being generally

o:f flat sheet metal Y shaped form, the lateral |

outer edges of the Y branches extendmﬁ in-

- wardly from the free ends of the brenehes mn
- substantially perallﬂl relation to a pomt re-

40

45

- ,_35' mote from sald ends, and beyond said point a

lateral cuter edge bemn' inwardly offset.
11. As an article of menufaetm‘e31 a Y-form

'sheet metal blank bent mto Y- channel form

and’ dapted to be used in pairs in D-top han-
dles ‘the lateral outer edges of the Y-form
blank comprising 1nwar dly offset” portions
beginning at pomts below the outer free ends
of the Y branches and centinuing to the lower

end of the blank, the offset portions being of

such extent and dlSPOS]thIl that when a chan-

neled pair of blanks are disposed with their -

edges confronted, the edge portions not.offset

'mﬁy be welded together and the offset ‘301—'_

tions will be spaced apart.
-12. Asan article of mfmufaeture, a Y-form

- sheet metal ‘blank bent into Y- channel form
- and adapted to be used in pairs in D-top han-

dlesj a lateral outer edge of the Y-form blank

60

- comprising an inwardly offset portion begin-
. ning at a point below-the upper free end of -
55 the Y branch and continuing to the lower end
- of the blank, the said’ offset portion being of

such éxtent and dlepoeltlon that when a chan—-

neled ‘pair of the blanks are disposed with

their edges confronted, the offset edge por-

0 tions may be spaced apa vt from their oppo-

~site confronted edge portions, and the other

6

portions of the edﬂes may be welded together.

-In testimony whereof I hereunto affix my
mgnature this 11th day of February, 1929.
- VVILLIAM H. BERGMANN
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