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To all, whom, it may concern: 
Be it known that I, PATRICK F. CASSIDY, a 

citizen of the United States, residing at Bos 
ton, in the county of Suffolk and State of Mas 
sachusetts, have invented certain new and 
useful Improvements in Machines for Punch 
ing and Forming Clamps, of which the fol 
lowing, taken in connection with the accom 
panying drawings, is a specification. 
The object of my invention is to produce 

a machine for punching and forming clamps 
for holding pipes in place. 
The invention consists in the peculiar con 

struction and operation of the machine where 
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my invention. 
Fig.3 is a horizontal section taken on line ac, ac, 
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by the material is first punched and then 
bent, as hereinafter fully described and point 
ed out in the claims. w 

Referring to the accompanying drawings: 
Figure 1 represents a front view of a machine 
for punching and forming clamps embodying 

Fig. 2 is a side view of same. 

of Fig. 1. Fig. 4 is a vertical section taken on 
line y, y, of Fig. 3. Fig. 5 is a vertical section 
taken on line 2, 2, of Fig. 3. Fig. 6 is a similar 
section showing the die in the lowered posi 
tion. Fig. 7 is a view of the slide or rest. Fig. 
8 is a view of a piece of metal with one end 
punched and bent. Fig. 9 is a view of a piece 
of metal with both ends punched and bent. 
Fig. 10 is a view of, same after it has been 
bent to form a clamp. Fig. 11 is a view of a 
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it attached by three screws b, b, b. 
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clamp for three pipes of the same size. Fig. 
12 is a view of a clamp for three pipes of dif 
ferent sizes. 
A, represents the base plate formed with a 

projection a, on its upper side, the upper end 
of which has an inwardly projecting lip a', 
for holding the die as hereinafter described. 

B, is the upright or body portion of the ma 
chine secured to the base plate in any suit 
able manner. In the drawings I have shown 

The up 
per portion of the body B, is formed with two 
ears or lugs B, provided with holes in which 
is inserted a pin C, upon which is fulcrumed 
a cam lever D. 
The body B, is formed with an aperture E, 

in which the plunger works. This plunger 
consists of a main portion F, to the upper 

end of which is fitted a cap F". The lower 
end of the plunger is formed with a head F, 
in which the punch G, is inserted. In the 
head Faround the punch G, is formed a re 
cess h, in which is inserted a spiral spring H, 
that forms a clearer for forcing the metal of 
the punch after the plunger has been raised. 
Both the clearer H, and the punch G, are held 
in place by a screw g. A spiral spring I, is 
inserted in the aperture E, as shown to hold 
the plunger in the raised position. 

K, is a die plate formed in its center with 
a hole of a size to suit the punch G. Just 
under the die K, is a spiral spring L, the 
lower end of which passes down into and 
rests upon the bottom of a well A, formed in 
the bed plate A, the object of which spring 
is to raise the die into its normal position. 
To the body B, is secured a scale M, which 

scale projects out to one side of the machine 
and is marked to indicate the diameter and 
weight of different sizes of pipes. By means 
of this scale the length of material required 
to embrace any particular sized pipe is indi 
cated so that when punching and bending the 
metal strip all that is required of the operator 
is to set the angle of the Strip on the mark on 
the scale indicating the diameter and weight 
of the pipe to be embraced by the clamp. Then 
when the lever D, is brought down the said 
strip will be bent at the proper point. 

J, is a furcated slide or rest that works on 
the bed plate A. To this slide is connected a 
rod J', that passes under the scale M, and 
through a lug m, formed on the under side of 
same. The outer end of this rod is bent up so 
as to project upward as shown. The slide is 
formed with a small notchi (see Fig. 7) which 
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when the slide is drawn out the proper dis 
tance comes into contact with a pin m', (see 
Fig. 1) on the under side of the scale M. A 
spiral spring N, is placed around the rod J', 
between the slide J, and the lug m, to keep 
the slide pressed forward and when the slide 
is in its normal position it is under the die K, 
and forms a rest or bearing for the same while 
the metalis being punched and after the metal 
is punched the slide is withdrawn by pressing 
on the end of the rod J’’’, and the die is then 
free to be pressed down onto the bedplate A, 
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the ends of the slide forming a guide for that T the initial portion of the stroke of the punch 55 
side of the die. 
The operation is as follows: When forming 

single clamps as shown in Figs. 8 to 10 the 
metalis preferably cut to the required length. 
One end is then inserted under the punch G, 
the end of the plate being on a line with the 
end of the die K. The lever D, is then drawn 
down and the punch G, passes through the 
plate. The rod J', is then drawn back and with 
it the slide.J. The lever D, is then pressed far 
ther down which forces the die K, down until 
it rests upon the bed plate A, the plate being 
operated upon being held between the head 
F, and the die K, and as the punch G, has 
passed through the plate it cannot be drawn 
back but is carried forward by reason of the 
punch G, being through the same. Thus the 
plate is bent at the required place. After one 
end is thus bent, as shown in Fig. 8, the other 
end is bent in the same manner, and a plate 
as shown in Fig. 9 is produced after which it 
is bent in the center by pressing it over a 
mandrel or by other means and a complete 
clamp as shown in Fig. 10 is produced. 
Should it be desired to produce a clamp for 

holding several pipes of the same size as shown 
in Fig. 11, or of various sizes as shown in Fig. 
12, then the end of the strip of metal or plate 
is first punched and bent as before described. 
The strip of metal is then reversed and the 
angle set to the required mark upon the scale 
according to the diameter and weight of the 
pipe to be held. The operation before de 
scribed is then repeated punching and bend 
ing the metal which is then removed from the 
machine and the part between the punched 
and bent portions is then bent by pressing it 
over a mandrel or by other means. Thus the 
clamp for the first pipe is completed. The op 
eration is then repeated as many times as there 
are pipes to be held by said clamps. 

It will be seen that by means of the scale 
a clamp forany sized pipe or tubing can be pro 
duced according to the diameter and weight 
of the pipe and the work is done more accu 
rate and much quicker than by the ordinary 
method of making them by hand. 
What I claim is 
1. In a machine for punching and forming 

clamps, the combination, with a frame pro 
vided with a punch and a die, of a spring and 
a removable rigid Support for the die, and 
means for inserting the rigid support during 

and for removingit during the remaining por 
tion, substantially as set forth. 

2. In a machine for punching and forming 
clamps, the combination, with a frame pro 
vided with a punch and a die, of a spring and 
a furcated slide under the die, the arms of 
the slide being adapted to straddle the spring 
and engage with the die independently of the 
spring, and means for moving the slide, sub 
stantially as set forth. 

3. In a machine for punching and forming 
clamps, the combination, with a frame pro 
vided with a punch and a die, of a laterally ex 
tending scale secured to the frame, the marks 
upon the scale being at such a distance from 
the punch and die as to indicate the distance 
between the angled portions for enabling the 
clamp to encircle the pipes supported thereby, 
substantially as set forth. 

4. In a machine for punching and forming 
clamps, the combination, with a frame pro 
vided with a punch and a die, of a graduated 
scale projecting laterally from the frame, a 
spring and a movable slide under the die, and 
a rod projecting under the scale for inserting 
and removing the slide from under the die, 
substantially as set forth. 
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5. In a machine for punching and forming 
clamps, the combination, with a frame pro 
vided with a punch and a die, of a spring and 
a movable slide for supporting the die, a rod 
for moving the slide, and a stop for limiting 
the movement of the slide in one direction, 
substantially as set forth. 
- 6. In a machine for punching and forming 
clamps, the combination, with a frame pro 
vided with a punch and a die, the end of the 
plunger carrying the punch being provided 
with a cylindrical and an annular socket, a 
coiled spring within the annular socket and 
the punch in the cylindrical one, and a screw 
through the walls of the socket the inner end 
of which engages with the punch and the in 
termediate portion passes through one of the 
coils of the spring, substantially as set forth. 
In testimony whereof I have signed my 

name to this specification, in the presence of 
two subscribing witnesses, on this 23d day of 
January, A. D. 1894. 

PATRICIK F. CASSIDY. 
Witnesses: 

CHAS. STEERE, 
EDWIN PLANTA. 
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