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T'o all whom it may concern :

Be it known that I, Axtony J. Brarser,
a citizen of the United States, and resident
of Chicago, in the county of Cook and State
of Illinois, have invented certain new and
useful ITmprovements in a Method of Manu-
fucturing Guy-Clamps, of which the follow-
ing is a specification.

y invention relates to guy clamps and
particularly to a novel method of producing
such clamps.

- One of the objects of the present invention
is to provide a highly efficient clamp for guy
wires or cables, and to manufacture the same
in such a manner as to materially reduce the
cost thereof. It has been found to be de-
sirable to employ elements which are adapt-
ed to be clamped upon a cable in such man-
ner as to distort the cable longitudinally in
order that the frictional resistance to sliding
of the cable between the clamps may jbe ma-
terially augmented. In the manufacture of
the clamps heretofore proposed, however, it
is necessary to accurately construct codper-
ating sections of the pairs of clamping mem-
bers in order that convex and concave por-
tions of the mating sections shall be directly
opposite each other. If this is not done the
efficiency of the clamp is not only reduced
but is, in fact, less than that of a clamp in
which there are no deflecting or distorting
elements provided.

In my improved guy clamp I provide a
pair of clamping elements, each having par-
allel, longitudinal grooves, and in the
grooves I provide a series of diagonal ribs,

the pitch of which corresponds substantially )

to the lay of the strands composing the cable
to be clamped. As shown the ribs are sub-
stantially straight on their edges, but are
diagonally disposed on a cylindrical sur-
face—that is on the surface of the grooves.
Thus the bases of the ribs—which are of
varying width from end to end—serve to
outline a series of helical grooves which con-
form to the lay of the strands of the cable.
As the upper edge of the ribs is flat they are
of varying depth, being deepest at the bot-
tom of the longitudinal groove and disap-
pearing as they approach the upper edge of
the groove. This results in a construction
which is very easily rolled and simplifies
and reduces the cost of making the rolls. In
the process of manufacture the devices are
formed by rolling a continuous strip of

metal to provide on one flat surface a pair
of parallel, longitudinal grooves, the ribs be-
ing formed in the bottom of the grooves, and
being so disposed in such grooves that any
rib will be in proper position relative to the
ribs on a mating clamp. Thus it follows
that the long rolled section may be cut up
into pieces of the required length, and parts
may be selected promiscuously and assem-
bled with assurance that there will be exact
coperation and a high degree of clamping
efliciency secured. This has not been possi-
ble in any clamp heretofore constructed.
The beneficial result is secured by utilizing

the helical grooves formed by the described

ribs by a rolling process.

The method of producing will be better
understood by reference to the accompany-
ing drawings, in which,

Figure 1 is a plan view of a section of flat
bar which has been produced between rolls
of the desired configuration. These rolls
have not been illustrated as the form is well
known and their use is common ;

Fig. 2 is a side elevation somewhat dia-
grammatic in form which illustrates the
next step in the operation, that of punching
and severing desired lengths;

Fig. 8 is a view showing the use of the
clamp;

Fig. 4 is o transverse sectional view on the
line 4—4 of Fig. 38;

Fig. 5 is a sectional view on the line 5—5
of Tig. 3; and

Fig. 6 is an enlarged plan view of one-half
of a completed clamp.

In the first step of the operation, a bar 10
is rolled into the flat shape shown in Fig. 1,
it being provided with parallel, longitudinal
grooves 11, formed near the edge thereof.
In the bottom of the grooves I form ribs 12,
which are disposed along the bottom sides
of the grooves and are of relatively short
length; in other words, the ribs do not ex-
tend up the sides of the groove but are termi-
nated at such a point as to make the rolling
thereof as simple as possible. To this end
the ribs are not of uniform size from end to
end, being thick at their middle portions,
and tapering off toward their ends. In ef-
fect the ribs serve to form a plurality of
helical grooves in the bottoms of the longi-
tudinal grooves, these helical grooves serv-
ing to accommodate the strands of the cable
to be held in the clamp. The holding effect
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of the device, relative to a twisted cable, is
very great by reason of the described con-
struction of the holding ribs. ,

The next step in the operation is shown in
Fig. 2, in which the bar 10 is shown in posi-
tion beneath a shear and punch, the shear
element 13 being about to sever a previously
punched section from the bar. The punches
14 simultaneously act to form the apertures
15 in the bar for the accommodation of the

~holding bolt 16. It will be seen, therefore,

15

that at each operation of the part 17, which
carries the punches and shear, a complete
section is formed. :
‘After having been formed as described,
the parts may be galvanized and assembled
at random with the assurance that there will
be complete coGperation so far as the clamp-

_ing action is concerned without selection of

20

parts. :
Obviously the method is capable. of some

" modification but I do not wish to be limited
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except as indicated in the appended claims.

I claim: ’

1. The method of making guy clamps,
which consists in rolling strips of metal to
provide on one flat surface a pair.of parallel,
longitudinal grooves having helical grooves
disposed therein, then severing sections of
desired length therefrom and punching said
sections, and then assembling promiscuous
sections to form properly coGperating clamps
for guy cables. ' ;

1,388,692

2. The method of making guy clamps,
which consists in rolling strips of metal to

provide on one flat surface a pair of parallel,

longitudinal grooves having helical grooves
disposed therein, said ribs being arranged to
conform to the lay of the strands of the
cable to be clamped thereby.

3. The method of making guy clamps,
which consists in rolling a continuous length
of flat bar to provide on one side a plurality
of parallel, longitudinal grooves having
helical grooves in their deepest portions
only, the pitch of the helical grooves corre-
sponding to the lay of the strands compos-
ing the cables to be clamped, then severing
short sections from sald grooved bar, and
then assembling any two of said severed sec-
tions to form a clamp.

4. The method of making guy clamps,
which consists in rolling a continuous length
of flat bar to provide on one side a plurality
of parallel, longitudinal grooves having
tapered straight ribs therein, the pitch of
the ribs corresponding substantially to the
lay of the strands composing the cables to
be clamped, then severing short sections
from said grooved bar, and then assembling
any two of said severed sections to form a
clamp.

Signed at Chicago, Il this 21st day of
April, 1921.

ANTHONY J. BLAESER.
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