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To all whom it may concern :

Be it kuown that I, ALBERT H. NORTH, of
Bridgeport, in the couutv of Fairfield and State
of Connert.cut, haveinvented a new Improve-
ment in Rd/OI‘b and I do hereby. declare the
following, when taken.in eonnection with the
accompanying drawings and the letters of ref-
erence marked thereon, to be a full, elear,and
exact description of the same, and which said
drawings constitute part of this speclﬁcatwn,
and represent, in—

Figure 1, a side view of the blank for the
, a side view of the blank with the
back and shauk cast thereon; Fig. 3, a trans-
verse section throngh the blade; Fig. 4, a trans-
verse section of the blade complete.

This invention relates to an improvement in
the manufacture of razor-blades.’

In the usunal construction of blades which
présent a coneave surface upon both sides—
that is to say, which in transverse section are
substantially the shape seen in Fig. 4—the
blade and shank are forged complete from steel
into nearly therequired shape, then ground and
finished. This forging operation is unsually

done by haid for the best class of razors, and

requires the most skilled labor.

To avoid the expense of forging, razors have
been made with the blade, eut from sheet-steel,
introduced and secured into a back of diﬁ'er-
ent metal, the back forming simply a bead-
like ridge on the back of the blade. Thiscon-

. struction, whiie it avoids the forging, permits
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the makmn of the blade from sheet-steel, and
the tempermfr of that blade before the ba(,k
is attached, is eqnally expensive, because of
thelaborin forming the back and inserting the

blade; but when done the shape of the blade.

does not possess the advantages of the double-
concave razor. .

The object of this invention is to construct
the double-concave razor with a sheet-metal
blade; and it consists principally in a blank for
the blade cut from sheet-steel, having a back or
upper part and shank cast thereon, the back
extending down onto. the blank, so that the
sules may be ground and attain the usual dou

“of the usual form.

ble-concave slnpe, as more fully hereinafter
described.
A represents the blank for the blade, which
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is eut from sheet - steel, tempered, and with .

a tang, @, at the heel to-extend into the
shank, and with a longitudinal rib or corru-
gation, b, near its upper edge, and also with a
notel, d dt the heel.
is tempered or hardened, and when thus pre-
pared is placed in & mold, and upon it the
back B and shank C are cast with an exten-

'sion, D, therefrom down upon the heel part,

the shank of this east part being substantlally
The corrugations b serve.to
engage the casting with the steel part of the

-blade,and thetanga, extending into the shank,
serves to. strengthen that part-and prevent ua ‘

bending.

The blank for the Llade .
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I prefer to use for the casting what is com- -

monly termed ¢ white-metal,” oranalloy which

will present nearly the steel color when highly -

pohshed but it must be a metal such as known
as ¢ soft metal”—tlnt is, a metal which fogses
atso low a degree of heat that when it is poured
upon the blank in its fused state it will not ma-
terially affect the tempered steel. :
In making the casting I leave sufficient
thickness at the lower edge, as seen in Fig. 3,
to insure an even flow of the metal. The blade
thus prepared is then ground in the usnal man-
ner for grinding razors, so that the regular
concave is given to the sides, as seen in Fig.
4,extending from the upper edge or back down
to the edge of the blade, the concavity depend-
ing upon the diameter of the stone. Thus I

produce a razor the blade of which has all the

advantages of the best forged steel, but with-
out the expense of furging, the casting of the
back and shank being much cheaper than the
process of forging.

Instead of the corrugations, perforations

may be made through the blank A, so that -

the metal cast thereon will flow thmugh the
perforations, and thus unite the two sides of
the baclk; or the blank may be tinned, so that
the metal cast thereon will unite with the

tinned surface of the blank, or any irregular-
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ity may be made in the surface of the blank in thereon, the sides of the casting and blank 1o
casting. , ground together to present g concave surface,
The tang a may be omitted ; but I prefer! substantially ag described,

to employ it, because of the liability of the :
shank to bend in strapping or using tlhe razor, , : ALBERT H. NORTII,

which bending is prevented by the steel tang.
I claim— . : Witnesses:
"A razor-blade consisting of the steel blank _ Jos. O, EARLE,

AL withy the soft-metal back and shank cast J. H. Soumway.,



