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To all av?lo7nm, it may concerºnu: 
Be it known that I, GEORGE B. CoWLES, of 

New Britain, in the county of Hartford and 
State of Connecticut, have invented certain 

5 new and useful Improvements in Keys; and I 
do hereby declare the following to be a full, 
clear, and exact description of the invention, 
such as will enable others skilled in the art to 
which it appertains to make and use the same. 
My invention relates to an improvement in 

keys, and especially to that class of keys con 
structed from a single piece of metal and pro 
vided with a flattened shank and solid cylin 
drical barrel, the latter being provided with 

I 5 a key-bit. Heretofore a majority of keys of 
the type above referred to have been made 
by forming the flat shank of sheet metal and 
securing to one end of the shank a cast-metal 
barrel and bit by casting the i barrel on the 

2o shank or by making the barrel and bit of sheet 
metal and securing it to the Shank, either 
by soldering or riveting it thereto. Thus in 
both methods of Construction referred to the 
key is made in two parts, and as thus con 

25 structed is objectionable, owing to the fact that 
its weak est point is at the joint between the 
shank and barrel-section of the key, and in the 
event that the joint is not perfectly made the 
two partsareliable to become loose, and thereby 

3o render the key valueless for use. Again, the 
joint formed between the two sections will not 
permit of a perfect finished appearance being 
imparted to the article, as it is impossible to 
effectually conceall the joint. 
The object of my invention is to provide a 

key of the type referred to and obviate the ob 
jectionable features therein which have been 
specified; and with this end in view my in 
vention consists in a sheet-metal key made in 
a single piece and formed with a flattened 
shank and cylindrical barrel, the entire key 
being formed of a single piece of sheet metal. 

In the accompanying drawings, Figures 1, 
2, and 3 represent key-blanks in the different 
stages of manufacture; and Figs. 4 and 5 show 
the finished key - blank, and Fig. 6 the com 
pleted key. 

In the manufacture of my improved key I 
first stamp out from sheet metal, preferably 

5o sheet steel, by suitable die and punch, the 
blank. A illustrated in Fig. 1, which is formed 
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with a bow, a, having an opening, a', therein, 
which is produced either at or during the op 
eration of stamping out the blank Or by a sepa 
rate operation. The blank is also provided 
with a shank, b, and a key-bit, c. This blank 
is formed with a wide portion, d, from which 
the solid cylindrical key-barrel is swaged, and 
is also provided with a still wider portion, e, 
from which the shoulder adjacent to the bar 
rel is formed. Blank A. is placed between 
suitable dies and swaged edgewise and trans 
formedinto the blank B. (Shown in Fig. 2.) The 
operation of swaging transforms the wide por 
tion d of the blank A into an oval-shaped bar 
rel, j, on the blank B, and the widest portion, e, 
of the blank A. into the shoulder K, and taper. 
ing strengthening - ribs l l on blank B. The 
blank B is then placed between another pair 
of dies and swaged flatwise, thereby produc 
ing the blank C, in whici, the barrel and shoul 
der portions are made cylindrical and the tal 
pering ribs and the bit are made perfectly 
smooth and uniform in shape and finish, while 
the shank and bow.portions are flattened out 7 
and reduced in thickness, asilltastrated in Fig. 
3. The blank C is then subjected to the opera 
tion of trimming dies, which serve to remove 
the surplus metal and produces the complete 
and finished key-blank D illustrated in Figs. 
4 and 5. The bit of the completed key-blank 
D is then sawed into the desired shape and 
the blank subjected to the action of buffing 
wheels, thereby forming the finished article 
represented in Fig. 6. 
The cost of manufacturing keys in the man 

ner described is much less than by the old 
process, hereinbefore referred to, wherein the 
key is made of two sections fastened together; 
and the key, thus made from a single piece of 9o 
sheet metalis not only Superior to the old form 
in its appearance and finish, butis also a much 
stronger and more durable article. 

I make no claim herein to the process of 
making.keys, in the manner described, as it 95 
forms the subject-matter of another applica 
tion. N 

Iam aware that it is not new to construct keys 
having hollowy cylindrical barrels formed by 
bending a web Or Section around a mand?rel or ?õg 
former, and hence I make no claim to such 
construction, 
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Having fully described my invention, what 
I claim as new, and desire to secure by Letters 
Patent, is- wM 

1. A wrought-metal key - blank having a 
5 bow, a flattened shank, and solid cylindrical 

barrel, made from a single piece of sheet metal. 
2. A key made from a single piece of sheet 

metal and provided with aflattened shank and 
bow, a solid cylindrical barrel, and an en 

Io larged shoulder and strengthening-ribs, sub 
stantially as set forth. 

3. A key made from a single piece of wrought 

metal and provided with a shank, a bow, a 
solid cylindrical barrel, and an enlarged shoul 
der between the barrel and shank, substan- I 5 
tially as set forth. 

In testimony whereof I have signed this 
specification in the presence of two subscrib 
ing witnesses. . 

GEORGE B. COWLES. 
Witnesses: 

G. ERNEST RooT, 
E. L. PRIOR. 


