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3 Claims.

1

' Thls invention relates to reusable forms and

Inore particularly to. reusable metal forms for
manufacturing tubular articles, such as drain
tiles, from concrete.

It 1s among the objects of the 1nvent10n to

can he
easﬂy assembled to cast tubular concr objects,
sugh as a drain tile, into which plastlc conc te
to form the tile ean be easily poyred and tamped
which: can be quickly and easily removed from a
hardened tile and reassembled for reuse, wh1ch is
readily portable and can be supported on the
g d or on a su1table supportmg structure, and
1 is simple. and durable in construction, eco-
ical to manufacture easy to use, and h1gh1y
eﬁiment in operatlon

Other objects and advantages will become ap-
parent from a consideration of the followxng de-
scr1pt10n and the appended claims in conjune-
tion with the accompanying drawings wherein:

Figure 1 is a side elevational view of a metal
form. illustrative of the 1nvent10n

Figure 2 is a top plan view of the form illas-
tratéd in Figure 1;

Figure 3 is'an end ‘€levational view of the form
illiistrated in Figurés 1 and 2;

Figure 4 is & transverse ¢ross- sectional view
on the line 4—4 of Figure 1;

Flgure 5is a longltudmal cross sectional view
on the line 5—5 of Figure 2;

Figure 6 is a perspective view of an inner eyl
inder end closure plate constltutmg an operatlve
component of the form assembly;

" Figure 7 is a perspective view of an inner cyl-
inder spacer;

Figure 8 is a perspective view-of a fragmentary
portion of the outer cylinder portion of the form;
and

Figure 9 is g perspectlve view of & fragmentary
portion of the inner cylinder:

With continued reference t6 the drawings, the
form: assembly of the present imvention comi-
prises, in general, an inner cylinder 10, end
closure plates I:f and- 12 closing the respectivély
opposite ends of the inner cylinder, a spacer 13
disposed' in a lengitudinally: extending slot in
the. inner eylindex to hold the inner cylinder in
proper- shape during- the casting operation, an
outer eylinder 4, rectangular end: walls 15 and
{6: closing. the: respectively: opposite ends: of the
outer cylinder; spikes 17 and 18: projecting: from
the.end walls: I5: and 16 inwardly through aper»
tures in the end: closure plates 1 and: 12 to. hold
the inner cylinder substantially: codxial with the
outer cylinder, and springs. 19 and 20 connected
between the end walls, 15 and 16. to: resiliently
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2
held these end walls against the opposite ends
of. the outer cylinder.

The inner cylinder 0 is formed of suitable
sheet metal, preferably of a resilient nature, and
has an outside diameter substantially equal to
the desired inside diameter of the tubular con-
crete okiject to the cast in the mold. This inner
eylinder has a slot 2 extendmg longitudinally
thereof from one end to the other and has in-
wakdly directed flanges 22 and 23 extending one
aleng each. rde of the slot 21 in spaced apart
and: substantially parallel relatlonshlp to. each
other.

The spaoer {3.is an elongated body of channel
shaped eross section having a web 24 the width
Qf which, is substantlally equal to the width of

en. he form is properly assembled

ypart, substantlally parallel flanges

and 26, dlsposed between the flanges 22 and
‘ ) The: length of the spacer

s sub tantially equa to.the length of the inner
i any this, spacer is dlsposed in the slot
uch that, its web. is flush with the
of the 1nner cyhnder 10, as is

ar us’ 1

"Each of the end closure plates {( and i2is a
sheet metal body of generally circular shape hav-
peripl . noteh, 27 of rectangular shape

d of a size to receive the ﬁanges 22 and 28 of
inder and the portion of the spacer
Broj ectmg inwardly of these flanges. 'The
sides of the notch Z'L are preferably outwardly di-
vergent, or are stepped to closely receive both
the ﬂanges 22 and 23 of the inner cylinder and
the ﬁanges 25 and 26 of the Spacer. Opp051te the
noteh, 21 the end ‘closure plate is provided with
a rectangular tab 28 extending perpendicularly
from one 51de of the plate at the periphery of
the latter to assist, in, mamtammg the plate in
proper position.in the inner cylmder and substan-
tially perpendiciilar to the inner cyhnder axis.
The sides of the plate | { between the notch 27 and
the tab 28 may be ﬂattened as indicated at 23
and 30, to facxlitate plac1ng the end closure plates
in-the mner eylinder and removing them there-
from: Hach end closure plate is provided with
& céntrally: disposed: aperture; as indicated- at 31,
in Figure: 6;
'The outer eylinder 14:is: larger in diameter than

‘the inner cylinder 10 and is of substantially the

same-lengtly as:the inner eylinder. This outer
cylinder is provided with a slot 32 extending
longitudinally thereof from one end to the other
and with; outwardly projeeting flanges 33 and 34
extending one. along each side of the slot 32,
The flanges: 33 and: 3% are: furned outwardly so



that their outer surfaces lie substantially in a
common plane which is tangential to the outer
surface of the outer cylinder 14 along the mid-
width location of the slot 32.

Each of th end walls {5 and [6 comprises a
rectangular sheet metal body having flanges 35
and 36 disposed cne along each of two opposite
edges of the body and having triangular exten-
sions 371 and 38 .disposed one along each of the
other two edges of the body. i

When the form is in operative position, the
flange 36 is at the bottom, the flange 35 at the
top, and the extensions 37 and~38 substantially
vertically disposed at respectively opposite sides
of the outer cylinder i4, as is.particularly illus-
trated in Figure 4. o )

The upper flange 35 is provided with a rec-,

tangular notch 39 symmetrically disposed rela-~
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tive to the mid-length location of this flange and

the opposite end edges<-of which are received
under the flanges 33 and 34 to hold these flanges
in a predetermined spaced apart and substan-
tially parallel relationship to each other.

The outer cylinder flanges being firmly held
at the opposite ends of the outer cylinder by
the top flanges of the end walls 5 and 16, the
outer cylinder is firmly held in predetermined
shape with a predetermined width of the slot
32. ‘

The extensions 37 and 38 taper symmetrically
in a direction away from the end wall i6 and
are respectively provided at their distal ends
with hook formations 39 and 40. The two ex-
tensions on each of the end walls 15 and 16 are
substantially parallel to each other, as is clear-
ly illustrated in Figure 2, and are disposed at
respectively opposite sides of the outer cylinder
and spaced from the latter. The extensions 31
and 38 extend from the end wall 15 toward the
mid-length location of the outer cylinder and
the corresponding extensions on the end wall {6
extend from this end wall also toward the mid-
length location of the outer cylinder, comple-
mentary extensions on the two end walls be-
ing disposed at the same sides of the outer cyl-
inder.

The springs 19 and 20 are connected at their
opposite ends to the hook formations on each
pair of complementary end wall extensions and
resiliently pull the end walls together, holding
them firmly against the corresponding ends of
the outer cylinder of the form. o

The spikes [T and 18 carried by the end walls
15 and 16 extend through the central aperatures
provided in the end closure plates fl and 12 of
the inner cylinder and hold the inner cylinder
substantially coaxial with the outer cylinder so
that a circumferential space of substantially
uniform thickness is provided between the outer
and inner cylinders, as is particularly illustrated
in Figure 4. ) ]

- With the form completely assembled, as de-
scribed above, plastic concrete is poured into
the form through the slot 32 in the outer cyl-
inder and is tamped into the space between the
outer and inner cylinders until this space is com-~
pletely filled. The surface of the concrete be-
tween the adjacent edges of- the flanges 33 and
34 is then leveled off with a suitable trowel or
other leveling instrument and the concrete per-
mitted to harden. : -

- When it is desired to remove the hardened
tubular object from the form, the springs 19 and
20 are first unhooked. from one of the end walls
and the end walls are removed from the form

20

25

30

36

40

45

650

65

60

85

70

assembly. Removal of the end walls releases the
flanges 33 and 34 of the outer cylinder and per-
mits the outer cylinder to expand so that it can
be withdrawn from the casting. The end closure
plates 11 and 12 of the inner cylinder are then
removed and the expander or spacer (3 is next
removed from the inner cylinder permitting the
inner cylinder to contract. The inner cylinder
is then withdrawn from the casting and the
‘casting is entirely free of the form and may be
stored in & suitable location for seasoning. The
form rhay then be reassembled in the manner
described above and again filled with plastic con~-
crete to produce another casting.

As stated above, the inner and outer cylinders
are preferably formed of a resilient sheet ma-

“terial to facilitate their removal from a hardened

casting. The inner cylinder end plate, the inner
cylinder spacer and the outer cylinder end walls
are formed of sheet material of heavier gauge
than the material of the inner and outfer cyl-
inders sc that the end plates, spacer and end
walls are substantially rigid in construction.

By using a relatively dry mix, such as is used
in manufacturing concrete building blocks, the
setting time of the concrete is materially short~
ened and the form assembly of the present
invention can be utilized to produce concrete
drain tiles at a rapid rate.

The invention may be embodied in other spe-
cific forms without departing from the spirit or
essential characteristics thereof. The present
embodiment is, therefore, to be considered in
all respects as illustrative and not restrictive, the
scope of the invention being indicated by the
appended claims rather than by the foregoing
description, and all changes which come within
the meaning and range of eguivalency of the
claims are, therefore, intended to he embraced
therein. )

What is claimed is:

1. A form for molding tubular concrete objects
comprising an inner cylinder having a longitudi-
nally extending slot and inwardly directed flanges
disposed one along each side of said slot, a spacer
of channel shaped cross section disposed between
said flanges with its web portion substantially
flush with the surface of said cylinder, centrally
apertured end closure plates of substantially cir-
cular shape disposed one in each end of said inner
cylinder, an outer cylinder surrounding said in-
ner cylinder and circumferentially spaced there-
from, said outer cylinder having a longitudinally
extending slot therein and outwardly directed
flanges disposed one along each side of said slot,
rectangular end walls disposed one against each
end of said outer cylinder, a flange on each end
wall-having a notch therein receiving the corre-
sponding ends of the flanges on said outer ¢ylin-
der to hold such flanges in predefermined spaced
apart relationship, end wall extensions disposed
at opposite sides of said outer cylinder and ex-
tending from the opposite ends of said outer
cylinder toward the mid-length location thereof,
resilient means interconnecting complementary
extensions extending from opposite ends of said
outer cylinder to resiliently hold said. end walls
against the ends of said outer cylinder, and spikes
projecting inwardly one from each end wall sub-
stantially at the center thereof and received in
the apertures in the corresponding inner cylinder
end closure plates to maintain said inner cylinder
substantidlly coaxial with said outer cylinder.

2. A form for casting tubular objects compris-
ing a contractile inner .cylinder having a longi-
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tudinally extending slot therein, a spacer disposed
in said slot holding said inner cylinder in expand-
ed condition, end closure plates disposed one in
each end of said inner cylinder, an expansile
outer cylinder receiving said inner cylinder and
having a longitudinally extending slot therein,
end walls disposed one at each end of said outer
cylinder and engaging the latter at opposite sides
of the slot therein to hold said outer cylinder in
contracted condition, resilient means connected
between said end walls resiliently holding the
latter against the respectively opposite ends of
said outer cylinder, and means acting between
each end wall and the adjacent end closure plate
holding said inner cylinder substantially coaxial
with said outer cylinder.

3. A form for casting tubular objects compris-
ing a contractile inner cylinder having s longi-
tudinally extending slot therein, a spacer disposed
in said slot holding said inner eylinder in expand-
ed condition, end closure plates disposed one in
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each end of said inner cylinder, an expansile outer
cylinder receiving said inner cylinder and having
a longitudinally extending slot therein, end walls
disposed one at each end of said outer cylinder
and engaging the latter at opposite sides of the
slot therein to hold said outer cylinder in con-
tracted condition, resilient means connected be-
tween said end walls resiliently holding the latter
against the respectively opposite ends of said
outer cylinder, and means acting between each
end wall and the adjacent end closure plate hold-
ing said inner cylinder substantially coaxial with
said outer cylinder, said inner and outer cylin-
ders being formed of resilient sheet metal, and

4 said spacer, said end closure plates and said end

walls being formed of sheet metal of heavier
gauge than the sheet metal of said cylinders.

LYLE G. OSBORN.
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