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HiIP SHINGLE PACKAGE AND METHOD
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6 Claims. (Cl 206—46)

This invention relates to wood shingles and more par-
ticularly to hip shingles.

The common finish for the ridge of a wood shingled
roof or dormer is a row of hip shingles usually com-
prising two rather narrow shingles having the adjacent
edges nailed together at an angle corresponding to the
corresponding slope of the rige to which it is to be ap-
plied. Generally, the manufacture of such shingles com-
prises, first ripping standard flat shingles to the desired
width (usually about 3”’) with the edges of one or both
of the shingles which are to be joined formed at such
an angle that when nailed together, they form the desired
angle for the resulting hip shingle. Generally, also for
shipping purposes, hip shingles are nested and packed in
bundles in which the shingles are arranged with the thick
or butt ends thereof in alternation and the bundle of
shingles is then secured by wires or straps. This then
requires the steps of, first sawing the flat shingles, next
cuiting them to the desired widths and with the desired
angles at one side edge thereof, then nailing or stapling
the pairs of shingles together, and finally stacking them in
bundles and securing the bundles with straps or tape thus
making a total of at least five separate operations.

It is an object of the invention to saw a plurality of
one-piece hip shingles from a block of wood in such man-
ner that as the individual shingles are thus produced, they
are automatically positioned for securing into a bundle
by the application of straps.

Another object of the invention is to provide a method
of manufacturing one-piece wooden hip shingles.

A further object of the invention is to provide an im-
proved bundle of hip shingles.

With the above cbjects in view, together with such ad-
ditional cbjects and advantages as may subsequently ap-
pear, the invention resides in creating a novel package of
one-piece wood hip shingles, a novel manner or method
of the manufacture thereof, and a novel mode of pack-
aging of the said hip shingles, all of which is disclosed,
by way of example, in the description of certain presently
preferred embodiments of the invention contained in the
following specification, reference being had to the accom-
panying drawings which form a part of said specification
and in which drawings:

FIG. 1 is a perspective view of a one-piece hip shingle
constituting a component of the invention so far as the
product is concerned,

FIG. 2 is a diagrammatic showing of the basic prin-
ciples of the method, product and package embodying
the invention,

FIGS. 3 through 6 show typical steps of the practice
of one form of the method not involving the use of any
special tools therefor and in which figures:

FIG. 3 shows a block of wood from which a plurality
of hip shingles of the invention are to be cut, the initial
step of applying layout lines on the block being indicated,

FIGS. 4 and 5 show the first two saw cuts which re-
move an end from the block and form one side face of
the first shingle to be cut, and

FIG. 6 shows the next two saw cuts and the completion
of the first shingle; the base block or end piece which was
previously cut being omitted for clearness of illustration,

FIGS. 7 through 10 show a mechanized version of the
method in which a so-called radial arm saw is employed,
said figures being employed only to disclose and teach
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that the method is not necessarily confined to the simple
steps shown in the preceding figures, and in these figures:

FIG. 7 is a front elevationa] view of a radial arm saw
arranged for the practice of the methed and the produc-
tion of the novel shingles of the invention,

FIG. 8 is a reduced scale, side elevational view as
viewed from the right hand side of FIG. 7,

FIG. 9 is a top plan view taken on the line 9—9 of
FIG. 7, the saw being omitted for clearness of illustration,
and

FIG. 10 is a fragmentary transverse sectional view taken
on the line 10—10 of FIG. 7.

Referring first to FIG. 1 of the drawings, there is shown
a hip shingle 1 formed according to the invention, said
shingle being sawed out of a block of wood by the meth-
od presently to be described. While the size of the shingle
is not important to the present invention, it may be men-
tioned that hip shingles, by whatever process they may
be produced, are generally approximately 16" in length
and taper from a butt end thickness of 2" to about 14’
or less at the other end and extending laterally approxi-
mately 3" from the center ridge, the angle between the
halves being that which will accommodate the pitch of
the roof at the opposite sides of the ridge. In the draw-
ings, the shingles are shown somewhat out of proportion
from the dimensions above given for the sake of clearness
of illustration. The block will, therefore have a thick-
ness equal to the desired width of shingle a length equal
to the desired length of shingle and a width sufficient to
cut a desired number of shingles therefrom, the dimension
being transverse to the grain of the wood, being subject
to limitation by the diameter of log from which the block
is sawed. The shingle thus has two sides forming the ex-
ternal V-shaped surface and two sides forming the in-
ternal or under V-shaped surface.

FIG. 2 illustrates schematically two modes of manu-
facture showing the stages between the block 2 from which
the shingles are to be formed to the resultant package or
bundle 3. Having reference to stages A and B, a method
is shown in which the shingles are cut one at a time by
alternate saw cuts from opposite sides of the block.
Stages C and D show a more practical method embodying
the use of a radial arm saw and special holding and in-
dexing equipment and such equipment is shown in FIGS.
7 through 10 and differing in that all cuts are first formed
on one side of the block and then on the opposite side
thereof.

Referring first to FIGS. 3 through 6, FIG. 3 shows the
preliminary step of laying out one side of a surface of
a block 2 with guide lines 4 generally parallel to the
grain of the wood and being alternately oppositely in-
clined to form the tapers of the alternately disposed
shingles, the said layout including drawing identical guide
lines at the opposite side of the block. A straight edge
strip § is tacked on the first guide line for the edge guide
6 of the power hand saw S, the motor and saw blade of
which has been tilted to the correct angle and the saw
blade adjusted vertically to form a kerf of half the width
of the shingle as shown in FIG, 4. When the first cut is
completed, the strip 5 is removed, the block inverted and
the strip tacked on the matching guide line and the sec-
ond cut taken as shown in FIG. 5 thus cutting out the
base piece 7 and forming the under side of the first shingle
1. The strip 5 is then moved to the next guide line which,
of course, is at a slight angle to the first guide line to
form the taper of the first shingle. The cut is made, the
block again inverted and the matching second cut is made
thus completing the formation of the first shingle . The
next shingle is similarly cut but the angles of the guide
line are changed so that the butt end of the next shingle
is at the opposite edge of the block. These cuts are con-
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tinued until the other end of the block is reached. Since
the guide lines are some distance from the saw cuts, the
guide lines for the last several cuts may be formed on an
adjacent block against which the block being sawed is
held while the final cuts are made. Alternatively, if the
operator has sufficient skill, the guide lines may represent
the actual saw cuts and the guide strip eliminated. When
all of the shingles have been cut, they may be stacked
as cut on the base piece 7 and the stack of shingles capped
with the cap piece 8 remaining after the last shingle is
cut from the block and the whole bundle then bound by
straps or other tie means. Alternatively, the block might
have all of the cuts formed on one side thereof, then
inverted and the other cuts be formed as shown in stages
C and D in FIG, 2.

While the more common motor driven saw is shown,
it is obvious that while admittedly less economical, the
shingle could thus be cut by an ordinary hand saw, if
desired. The purpose of thus illustrating a very simple
and primitive way of forming these shingles is to make
it completely clear that the practice of the method is not
dependent upon a particular piece of apparatus or equip-
ment.

Referring finally to FIGS. 7 through 10, the invention
is shown as applied to radial arm saw equipment, such
equipment comprising a table T having a post P rising
therefrom at the rear of the base, said post carrying a
forwardly extending horizontal arm H on which a motor
saw unit M is mounted for manually inducing travel lon-
gitudinally of the arm. The post is vertically adjustable
for depth of cut by the saw and the motor and saw are
mounted for angular adjustment about an axis parallel
to the arm H.

Mounted on the base T is a fixture 9 for positioning a
block of wood for successive cuts in the formation of
a plurality of shingles therefrom said fixture comprising a
base 10 mounted on the table T for limited pivotal move-
ment about a vertical axis pivot 11 and the extent of
movement of the base being limited by stop pins 12, 12
carried by the table T. The base 10 is provided with par-
allel side rails 13, 13 between which the shingle block
holding frame assembly 14 is slidably mounted. The
shingle block holding frame comprises substantially
identical, halves, each half comprising a side rail 15 hav-
ing an outer face engageable with one of the side rails
12 and end rail members 16, 16 extending substantially
half of the length of a block in the direction in which
saw cuts are to be made. Clamp bolts 17, 17 afford
means for securing the frame around a block 2’ to be
sawed and beneath the path of one of the rails 15, the base
member 10 is provided with a row of indexing holes 18
engageable by a stop pin 19 slidable in one or the other
of holes 20, 20 in the one of the side rails 16 which over-
lies the holes 18, the spacing between said holes being
the thickness of the shingle at midlength plus the width of
the saw kerf. Preferably also, the side rails 16 have
ridges or points 21 which bite into the end grain of the
wood of the block from which the shingles are to be made
and the total height of this block clamping means is sub-
stantially less than half the thickness of the block.

Three steps of the method using the above described
apparatus are generally as follows, assuming that a block
of wood of a desired size to form a bundle of shingles is
placed in the holding means and is clamped therein and
is moved to the position for making the first saw cut and
assuming, further, that the saw has been adjusted to cut
a shingle of the desired angle and a depth of cut equal to
half the width of the shingle, the first saw cut 22 is made
with the base 10 against one of the stop pins 11. The
block and the holding means is then indexed one space to
the right as viewed in FIG. 9 and the base is swung to
engage the other stop pin 11 thus producing a second
cut 23 at such an angle to the first cut 22 as to produce
the desired thickness at the butt and opposite ends of the
shingle. The block and frame are again indexed to the
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next hole and swung in the opposite direction about the
pivot 11 and this procedure is followed until one side
of the block has been completely provided with the saw
cuts. The block is then released from its clamping means
and is inverted without turning it end for end again
clamped in the clamping means and the same cuts are re-
peated thus forming the base piece 7, the cap piece 8 and
the intermediate nested shingles already arranged in the
manner in which they are to be bound in the bundle
whereupon, the straps can be applied around the nested
shingles and their cap and base pieces to complete the
formation of the bundie.

Thus it is believed to be apparent that there is provided
a new type of hip shingle package as well as a method by
which the package may be formed, such method, so far
as the production of the shingles is concerned, being capa-
ble of being practiced with the use of ordinary carpenters’
tools. Additionally, the practice of the method with more
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and it will be obvious to those skilled in the art to which
the invention appertains that in the light of this teaching,
only ordinary engineering skill would be required to pro-
duce equipment which would be at least partially, if
not entirely automatic if that should be desired, the prac-
tical consideration being the fact that compared to ordi-
nary wood shingles the proportion the hip shingles used
on building is so small as probably not to warrant the ex-
penditure of capital outlay for highly specialized auto-
matic or semi-automatic sawing equipment. It is particu-
larly to be noted that as the individual shingles are sawed
from the block they are automatically arranged for pack-
ing and that leaving the base piece and cap piece of each
block with the bundle makes a bundle which is more stable
than a bundle not thus reinforced and which can more
readily be stacked than bundles not having the flat ends
thus provided. .

While in the foregonig specification there has been
disclosed presently preferred examples of the embodi-
ments of the invention representing the package and, the
method of producing the package, it is not to be inferred
therefrom that the invention is to be deemed to be limited
to the precise details thus shown by way of example,
and it will be understood that the invention includes as
well, all such changes and modifications in the article,
the method and the package as shall come within the pur-
view of the appended claims.

I claim:

1. As an article of manufacture, a rectangular package
comprising a plurality of one piece wood hip shingles
disposed in nested relation to each other and with the
butt ends of alternate shingles disposed at opposite sides
of the package, a base piece having a side surface com-
plementary to the exposed internal V-shaped surface
of said nested plurality of singles and an oppositely dis-
posed flat surface, a cap piece having a side surface com-
plementary to the exposed external V-shaped surface of
said plurality of shingles and an oppositely disposed
flat surface parallel to said parallel surface of said base
piece and band means securing said nested plurality of
shingles and said base and cap pieces in a rectangular
package.

2. As an article of manufacture, a package of hip
shingles as claimed in claim 1 in which said plurality of
shingles and said base and cap pieces are cut from a
single block of wood and are bound together by said
band elements in the same order as cut from the block.

3. As an article of manufacture, a package of hip
shingles as claimed in claim 1 in which each said shingle
is sawed as an entity from a block of wood by a series
of four saw cuts generally parallel to the grain of the
wood and defining the four side faces of the shingle,
the side edges of the shingle being defined by the side
edges of the block from which the shingle has been
sawed and the ends of the shingle being defined by
the ends of said block,
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4. As an article of manufacture, a package of hip
shingles as claimed in claim 1 in which said base piece
has an external V-shaped side surface complementary
to the internal V-shaped surface of the adjacent shingle,
the side edges of said base piece constituting the side
edges of the block from which said base piece and the
shingles of said package were cut, the ends of said base
piece constituting the ends of said block and the side of
said base piece opposite said V-shaped surface constitut-
ing one side of said block.

5. As an article of manufacture, a package of hip
shingles as claimed in claim 1 in which said cap piece
has an internal V-shaped surface complementary to the
external V-shaped surface of the adjacent hip shingle
in the package, the side and end edges of said cap piece
and the side surface opposite said internal V-shaped sur-
face constituting the portions of the surfaces of the block
from which the package of shingles including said cap
piece has been cut.
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6. The method of manufacturing wood hip shingles 29

which comprises the steps of, providing a rectangular
block of wood having a thickness dimension substantially
equal to the desired width of shingle, a second dimen-
sion at right angles to said first dimension and generally
parallel to the grain of the wood and which is equal
to the desired length of shingle, and a third dimension
at right angles to both of said other dimensions and
greater than the combined thickness of the desired num-
ber -of shingles to be cut from said block measured at
the midlength of the shingles plus the total width of
the saw kerfs necessary to cut said desired number of
shingles plus the height of one shingle also measured
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at said midlength position, then sawing said block by
a first series of saw cuts extending generally parallel
to said second dimension on one side of said block and
a second series of saw cuts complementary to said first
series of saw cuts and meeting mating ones of said first
series of saw cuts at the median of said thickness dimen-
sion; all of the saw cuts of said first series being disposed
to the complementary ones of said second series of saw
cuts at an angle corresponding to the desired hip angle,
and the individual saw cuts in each of said series being
disposed at such angles to each other as to produce suc-
cessive hip shingles with the buit ends thereof alternatively
at opposite ends of said block, and finally securing all
of the shingles cut from said block and the end pieces
of the block resulting from cutting said shingles into a
package as cut from said block.
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