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1. 
This invention relates generally to the field of 

pressing, bending and forming metals or similar 
sheet materials and more particularly to a novel 
preSS brake construction in which a single press 
may be utilized to produce a variety of forms. 
In connection with the fabrication of small 

parts generally of sheet metal in various indus 
tries, frequently the need for a part is limited to 
a Small number and it becomes uneconomic to 
make up dies for them. 
the principal objects of the present invention to 
provide press brake structure adaptable to pro 
duce a plurality of Shapes and configurations 
which ordinarily would be formed up from spe 
cially prepared dies. 

Apart from the necessarily increased cost in 
the production of a small number of stamped or 
pressed parts by the: use of special dies consid- : 
erable time is consumed in changing the dies on 
the press and adjusting them so that they func 
tion properly. 

It is another object. herein to provide a novel 
preSS brake in Which changes to accommodate 
the production of varying shapes may be rapidly 
made and adjustments for alignment and regis 
tration may be quickly accomplished. 

In connection with the present structure it is 
to be noted that different shapes are produced 
through the use of the same male and female 
dies by adjusting the inter-engagement of the 
dieS. 
the provision of control mechanism whereby the 
stroke of the press can be quickly and easily. Set 
and indicator means are used. So that, by: proper. 
calculation the operatori iš able to. obtain a cer 
tain depth of bend each time without the effort of 
trial and error and the Consequent Waste of ima 
terial thereby entailed. 
A further feature of the present: construction 

lies in the fact that the legs or tab lengths of 
bent-up parts can be controlled by the use of an 
adjustable gauge which can be set to a prede 
termined figure which will establish the length 
of a leg or tab of a bend. - 

In accordance With the invention, tWo. Separate 
groupS of dies or punch and die combinations 
are utilized and means are provided whereby the 
die groups may. be quickly shifted so asto, posi 
tion different setS. of die elements for interen 
gagement and whereby the die Wheels them 
selves may be easily removed and reinstalled or 
have Other die Wheels - Substituted therefor. 
A feature of the invention lies in the fact that 

by virtue of the easy removal and replacement 
of the die elements not only. can shifts in the die 

It is therefore one of 
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2 
shapes be readily accomplished but also the dies 
may be sharpened or ground to new shapes in 
a quick and easy manner. 
Another object herein lies in the provision of a 

machine of the class described which is corn 
pactly arranged so that the same requires a min 
imum of floor. Space: and in which all of the parts 
are Within easy reach and accessible to the op 
erator With a minimum of effort. 
These objects and other, incidental ends and 

advantages will more fully appear in the progress 
of this disclosure and be pointed out in the ap 
pended claims, 
In the drawings in which similar reference char 

acterS designate corresponding parts throughout 
the several views: 

Figure. 1 is a front elevational view of a pre 
ferred-embodiment of the invention. 

Figure. 2 is an enlarged fragmentary vertical 
Sectional. View ShoWing a pair of cooperating die 
elements in the operation of forming a bend in a 
sheet metal box. 

Figure 3 is a view Similar to Figure 2 but shows 
another pair of co-acting die elements forming 
up a flanged U-shaped channel. 

Figure 4 is a right side elevational view of Fig 
ure 1. 

Figure 5 is an enlarged fragmentary eleva 
tional View partly in section of the upper portion 
of Figure 4. 

Figure: 6 is: an enlarged fragmentary elevational 
view partly in section of the lower portion of 
Figure 4. 

Figure. 7 is a fragmentary enlarged horizontal 
Sectional. view as seen from the plane i-7 on 
Figure. 4. 

Figure. 8 is a fragmentary enlarged horizontal 
sectional, view. as seen from the plane 8-8. On 
Figure. 5. 
In accordance. With the invention the press 

brake is indicated generally by numeral 20 and 
comprises broadly- a frame- or chassis 2 ; a rela 
tively stationary, die-element. 22; a-relatively mov 
able - die element. 23; means 24. to move the rela 
tively: movable die element; i means - 25. to regu 
late the extent or depth of the stroke of , the 
means 24 and gauge means 26. 
The frame2i is of irregular configuration and 

generally of box section, as best seen in Figures 
7 and 8, and includes a base-27; a column 28; a 
recessed throat 29; a portion 30 adapted to sup 
port the means 24; a portion 3 adapted to sup 
port the first-or upper die element and a portion 
32 adapted tó süpport the second or lower die 
element. 
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The second or lower die element 22 referred to 
above as the relatively stationary die element is 
preferably in the form of a plate having a polyg 
onal periphery and by way of example is shown 
as having a generally hexagonal shape including 
the male die members 33, 34, 35, 36, 37 and 38. 
The ends of the members 33-38 are preferably 
separated by indentations generally indicated by 
reference character 39. The die element 22 , iS 
preferably Wheel-like in character and is pro 
vided with centrally disposed hubs 40 and 4. 

0 

Said hubs and the wheel are provided With a cen 
tral orifice, by the penetration of which said die 
element is rotatably mounted upon the hollow 
axle 42. The rear end of the axle 42 threadedly 
engages the frame 2 at the portion 43 (See Fig 
ure 6) and is supported in an Orifice in the upper 
end of the arm 44. The axle 2 may take the 
form of a hollow bolt having a head 45 to which 
is fixedly secured the stationary indicator Wheel 
46. 
The relatively stationary die element 22 is ro 

tationally adjustable and is retained in any ro 
tated position thereof, in which one of the fe 
male die members is in operative position by the 
engagement of the positioning means control 41. 
The control 4 has the terminal 48 thereof 
threadedly engaged in a boss 49 while the body 59 
slidably penetrates an orifice in the boss 5 ex 
tending rearwardly from the arm (34. Thus the 
control 4 is axially shiftable in position With 
relation to the arm 44 so that the frusto-conical 
portion 52 may seat within a correspondingly 
formed orifice 53 in the element 22. The orifice 
53 is therefore positioned in the element 22 so 
that the female die member 33 is in proper posi 
tion. When the control 47 engages said orifice. 
The orifices 53-58, inclusive, are correspondingly 
positioned in correlation with the desired oper 
ating position of the die members 34-38, respec 
tively. In order to rotate the die element 22 it 
is necessary to move the control 47 forwardly of 
the press brake 20 until the terminal 48 clears 
the element 22. 
The first or upper die element 23, referred to 

above as the relatively movable die element, is 
preferably in the form of a plate having a polyg 
onal periphery and by Way of example, is shown 
as having a generally hexagonal shape including 
the male die members 63, 64, 65, 66, 67 and 68. 
Each of the said male die members are of a size 
and shape adapted to co-act with One or more of 
the female die members 33–38, inclusive. AS 
best seen in Figure 1 some of the female die 
members are detachably engageable With the 
die element 23 as, for example, the male die 
members 6 and 65. The construction of the 
male die member 67 and its interengagement 
with the portion of the die element 23 adjacent 
thereto is seen in Figure 2. The die member 87 
as illustrated is narrower in Width, that is to 
say: the effective length of the Working edge 
thereof is less than the total length of the Work 
ing edge of the female die member 37. - This re 
duced effective length of the Working edge of 
the die member 67 permits the same to be in 
serted within the confines and between the rel 
atively vertical walls of formed-up boxes. Thus 
in Figure 2, the box shown, by Way of example, 
and indicated by reference character 84, has 
end walls 85 and 86 and a side wall 8. The Side 
Wall opposite the side wall 87 is not shown but 
the die member 67 has the working edge 803 rest 
ing upon the inner surface of the sheet forming 
the bottom 6 and the end wall 86 and is pressing 
these parts against the ribs 6 and 62 of the 
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female die member. The body 59 of the die 
member 6 has the rear edge 69 thereof provided 
with a plurality of slots 70 which are provided 
with indentations in the opposed walls thereof 
to form a proper seat for the frusto-conical shank 

on the clamping screws. i2. The screws 2 are 
adapted to engage Spaced and aligned Orifices 
i 9 in the rabbet portion 8 of the die element 23. 
he indentations in the Walls of the slots are 

So positioned that when the edge 69 of the die 
member 6 abuts against the horizontal edge of 
the rabbet 8 as viewed in Figure 2 the Orifices 
9 are aligned in one direction. With the clamping 

Screws 2 as seated in said indentations. The 
Orifices 79 are preferably uniformly spaced So 
that the Substitution of male die elementS COF 
responding to the die element 6 but of differ 
ent working edge length may be readily accom 
plished in a minimum amount of time. 
The male die member 65 is of irregular CCIn 

figuration, best seen in Sectional view shown in 
Figure 3, and includes a working edge 92 while 
the Shank or rear edge 82 thereof is provided 
With a row of aligned orifices adapted to receive 
the clamping screws 8 which detachably Secure 
the same in place. The portion of the die elle 
ment 23 to which the Shank 82 is connected is 
provided with a rabbet 83 so that the Working 
edge 92 may be in proper alignment with the 
ribs 89 and 96 of the female die member 35. As 
seen in Figure 3, the male die member may be 
utilized to form a U-shaped channel with flanged 
edges. The said channel in said figure is indi 
cated by reference character 9. The rabbet por 
tions 33 and 83 have the edges thereof which 
are nearest the axis of rotation of the die ele 
ment, 23 arcuately indented (see Figure 1) SO 
that they may properly clear the positioning 
means control 93. 
The die element 23 is rotatably adjustable and 

is retained in any rotated position thereof in 
Which One of the male die members is in Op 
erative position by the engagement of the po 
sitioning means control 93. The control 93 has 
the terminal 94 thereof threadedly engaged in a 
boss 95 while the body 95 slidably penetrates 
an orifice in the boss 96 extending rearwardly 
from the arm 97. Thus the control 93 is axially 
shiftable in position with relation to the arm 9 
so that the frusto-conical portion 93 may seat 
within a correspondingly formed Orifice 3 in the 
element 23. The orifice 3 is therefore positioned 
in the element 23 so that the male die member 
63 is in proper position when the control 93 en 
gages said orifices. The orifices i4-28, inclusive, 
are correspondingly positioned in correlation. With 
the desired Operating position Of the die mem 
bers 64-68, respectively. In order to rotate the 
die element 23 it is necessary to move the con 
trol 93 forwardly of the press brake 23 until the 
terminal 94 clears the element 23. 
The first or upper die element 23 is preferably 

so constructed that the ends of the male men 
bers 63-68 are separated by indentations gener 
ally indicated by the reference character G3. The 
die element 23 is preferably disc-like in charac 
ter and is provided with centrally disposed hubs 
?0 and || 22. Said hubs and the Wheel are pro 
vided with a central orifice, by the penetration 
of which said die element is rotatably mounted 
upon the axle iO3. The rear end of the axle (3 
threadedly engages - the carriage 404 at the por 
tion G5 (see Figure 5) and is supported in an 
orifice in the lower end of the arm 97. The axle 
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f03 may take the form of a bolt having a head 
06. - 

The carriage- 64 is. Slidably mounted for Ver 
tical reciprocation on the portion 3 of the frame 
2 between a pair of ways. 8. and 39, thereat 
(see Figure 8). The carriage 84 may be adjust 
ed to prevent lateral shifting by rotation of the 
gib Screws 7 Which shift the gibt. 
The carriage fo4 together with the attached 

structure as described, is vertically reciprocated 
by a pneumatically or hydraulically operated ram 
generally indicated by reference character 24. 
The means 24, includes a cylinder , a piston 

2, a piston rod f 3, and a cylinder head. A 4. 
The cylinder is secured to the portion 3 of 
the frame 2. in any suitable manner as, for ex 
ample, by the use of the bolts 5; while the 
cylinder head 4 is secured to the upper free 
edge of the cylinder in any, Suitable mariner 
as, for example, by the bolts í 16. The lower-wall 

7 of the cylinder is provided with a cen 
trally-disposed orifice 8 and a downwardly ex 
tending neck i9 within which the piston rod 
13 is slidably mounted... - The lower inside por 

tion of the neck í 9 is provided with a stuffing 
box structure 20 adapted to prevent, the escape 
of gas or liquid from the inside of tha cylinder 
í í í outwardly along the piston rod í 3. The up 
per end of the piston rod 3 is secured to the 
piston 2 while the lower end thereof is articu 
lately connected to the uppermost portion of the 
carriage 04. This connection may be accom 
plished by inserting the lower end of the piston 
rod 3 into a suitably formed orifice in the car 
riage 04 and linking these parts together by a 
pin f2 . Upwardly of the pin i 2? and below the 
stuffing box structure 20 the piston rod 3 is 
provided with an enlargement 22 which may 
take the form of an annular flange. The upper 
surface of the flange 22 is adapted to abut against 
the lowermost surface of the neck 9 of the 
lowermost portion of the cylinder when the 
piston 2 is in its uppermost position adjacent 
the inner Surface of the head 4. 
The outer surface of the neck 9 is provided 

with a thread í 23 and upon which is threadedly 
engaged the means to regulate the depth of stroke 
of the piston rod 3, said means being generally 
indicated by reference character 25. The means 
25 may take the form of an internally threaded 
sleeve 24 having a detent flange 25 and a pair 
of hand wheels 26 and i2. The hand wheels 
f26 and 27 are preferably horizontally disposed 
and extend radially from the axis of rotation of 
the sleeve 24. Since the flange 25 projects into 
the downward path of travel of the enlargement 
22 the Wertical setting of the sleeve 24 with re 

lation to the neck 9 will predetermine the low 
ermost point of travel of the piston rod 3 and 
hence the carriage 34, and the die element 23. 
The forward portion of the bottom Wall it is 
provided with a downwardly extending projection 
A 28 and has affixed thereto a pointer 29 the lower 
terminal 3 of which is adapted to lie forwardly 
of the graduation lines 3 disposed upon the out 
er surface of the sleever 24. These graduation 
lines are generally horizontally arranged and for 
the purpose of finer adjustment vertical gradua 
tion lines 32 may also be employed, so that by 
the proper manipulation of either of the hand 
Wheels. 26 or 27 the limit of downward travel 
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of the working face or edge of any of the male 
die members 63-68, may be accurately controlled 
to. Within relatively close-tolerances. 
The cylinder if f is provided with two conduits 75 

6 
133. and i 34, best seen. in Figure. 5, where they aré 
connected to said cylinderby means of the unions 
35 and 36, respectively. The conduits 33 and 
34 continue downwardly, asbest seen in Figure6, 

to the control valve 37. The valve 37 may be 
of any well known construction- and is secured 
to the frame 2 at the lower portion thereof ad 
jacent the base 27. The piston, 38 of the valve 
f37 has the piston rod 39 thereof extending hor 
izontally forward and connects to the bell crank 
í 40. which is journaled between the lugs Í4 | pro 
jecting from the forward portion of the frame 
thereat. The forwardly extending portion of the 
bell crank 49 forms the operating pedal 42. It 
may thus be seen that downward pressure upon 
the pedal 42 pulls the piston 38 forward so 
that pneumatic or hydraulic pressure travelling 
through the conduit 43 from any suitable source 
thereof (not shown) Will travel through the con 
duit I88 through the union 135 into the chamber 
below the cylinder head 4 causing the piston 
2 to move downwardly. After the pressing or 

braking operation is completed release of pressure 
upon the pedal 42 will permit the same to be 
returned to the position shown in Figure 5 by 
any suitable spring means (not shown) so that 
the pneumatic or hydraulic pressure in the con 
duit. I 18 may travel through the conduit - I84 - to 
the lower chamber in the cylinder to elevate 
the piston 2 and with it the die element 23: 
Suitable pressure escape means well known in the 
hydraulic or pneumatic arts are associated with 
the upper and lower chambers of the cylinder , 
that is, above and below the piston 2 so that 
the undesired pressure at any given moment 
when the pedal 42 is operated may be relieved. 

For the purpose of properly positioning the 
planar or previously bent stock such as, for ex 
ample, the piece of stock indicated by reference 
character 44 in Figure 6, the guage means 26 is 
utilized. The means 26 is best seen in Figures 
6 and 7 of the accompanying drawings and in 
cludes a pair of generally horizontally arranged, 
Spaced and parallel guide rods 45 and 46. The 
guide rods 45 and 46 are supported in operative 
position upon a pair of outwardly extending ears 
47 and 48 projecting from the vertical sidewalls 

of the frame 2 adjacent the throat portion 29: 
Slidably mounted for movement longitudinally of 
Said rods and forwardly or rearwardly, of the del 
Vice 2 is a guage base 49 which is provided at 
the Outer ends thereof with a pair of integral col 
lars 50 and 5f. The base at each of the ends 
thereof is provided with an orifice which extends 
through the collars and which is penetrated by 
one of the rods 45, 46. The central portion of 
the base 49 is provided with a horizontally dis 
posed threaded orifice. 
A guide piece 52 may be of any suitable con 

figuration adapted to act as a rearward stop for 
the particular piece corresponding to the piece 44 
upon which the machine may act. For example, 
the guide piece 52 may be provided with a rabbet 
53. The guide - piece- i 52 is provided with a cen 

tral vertically disposed orifice which is penetrated 
by a set screw 54 which serves to pivotally mount 
the guide piece 52 upon the base 49- and to 
Secure Said guide piece-in any rotated position 
thereof, that is to say: "rotated about a vertical 
axis-through the screw 54. 
Penetrating the central threaded orifice in the 

base f69 is a Spindle f35. The forward portion 
of-the-Spindle 55threadedly engages the thread 
ed Orifice in the base í 49. and is-journaled at the 
rear portion thereof in a boss 56 extending rear 
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Wardly of the inner surface of the front wall 
157 of the throat portion 29 of the frame 2 . The 
rear end of the spindle 55 is provided With a 
sprocket 58, in turn connected by a sprocket 
chain 59. The chain 59 engages a sprocket 60 
which is Secured to the inner or rear end of the 
spindle 6f. The spindle E 6 is journaled ad 
jacent the rear end thereof in a bearing 62 Sup 
ported by a hanger 63 depending from the inner 
surface of the front Wall f 57. The forward por 
tion of the spindle 6 is journalled in the axle 
42. Within which it is free to rotate. The for Ward 
end of the spindle 6 terminates in attachment 
to the rotatable indicator wheel 64. The indi 
cator wheel 64 contains well knoWn planetary 
gearing or other speed reducing mechanism which 
is connected to a stub shaft 65 the forward ter 
minal of which has fixedly Secured thereto a gauge 
operating handle 66. Any suitable means for 
reducing the effective Speed of rotation of the 
spindle 6 with relation to the effective Speed or 
movement of the stub shaft 65 may be used 
and confined Within the Wheel 4 and is therefore 
not particularly illustrated in the drawings. The 
uppermost portion of the stationary indicator 
Wheel 46 is preferably provided with an indicator 
mark by means of Which the graduations 6 on 
the wheel 64 may be calibrated and read. Upon 
a perusal of Figure 6 it will be Seein that rota 
tion of the handle 66 will provide forward or 
rearward movements of the base 49 and by reason 
of the stepped-down action previously described 
the guide piece 52 may be controlled in position 
Within relatively close limits. 

It may thus be seen that the operation of the 
present device in an efficient manner is a relative 
ly simple procedure. By loosening and noving 
fOrWard the COintrolS 4 and 93 the die elementS 22 
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35 

and 23 may be readily shifted to obtain any desired - 
pair of co-acting male and female die elements. 
The manipulation of the guide by movement 
of the handle 66 is quickly accomplished and 
where angular pieces are being treated operation 
of the set screw 54 quickly sets the guide piece 
52 to the correct angle. By the provision of a 

soft metal plug 68 below the lower terminal of 
the set screw 54 the tightening of the screw 54 
Will also bring pressure to bear upon the for Ward 
threaded portion of the Spindle 55 so as to lock 
not only the guide piece i52 in position but also 
the base 49. 
The accurate and ready adjustment of the depth 

of the stroke of the male die member is of great 
importance because by the regulation of said 
Stroke, channel Or angle bends of Various degrees 
of angularity may be obtained With the same 
pair of male and female die members. Thus, as 
seen in Figure 6, for example, when the die mem 
ber 63 is in the lowered position thereof, indi 
cated by the dot-dash lines on said figure, a bend 
of some particular angularity as, for example, 
that indicated by the reference character í 44" 
will be obtained. The degree of angularity of the 
bend will be determined by several factors among 
which is the hardness or softness of the metal. 
By the fine regulation of the depth of the stroke 
of the male die member 63 by the rotation of the 
sleeve 24 the overbending necessary to accommo 
date for the "spring' of the metal is readily con 
pensated for. With the die structure - shown in 
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Figure 6, lower limit of travel of the male die 
element 63 will produce more acute angular bends 
While, conversely, higher limits of travel of the 
said male die element Will result in more obtuse 
bends. 75 

8 
The present machine is particularly adapted for 

flexible production where large runs are not re 
quired and where it is necessary frequently to shift 
back to a product previously made. By virtue of 
the calibration of the graduations 3 and 32 
as well as the graduations 67, it becomes possible 
to return to a previous product construction and 
to duplicate the same. On straight angle bends 
it is possible to set the depth of stroke by rota 
tion of One of the hand wheels 26 or 2 with 
reference to the graduations 3 and 32 to a 
predetermined position so that the operator by 
referring to a suitable table (not shown) includ 
ing previously determined calibrations, may ob 
tain desired different angles or bends without 
experimentation. Such a chart may include not 
only the various stop settings, but information 
correlating these settings with the various com 
binations of dies, material thicknesses, and types 
of material. 

Manipulation of the handle 65 enables the 
operator to quickly determine the length of a leg 
o legs of a particular bend. This gauge con 
Struction therefore permits the ready formation 
cf many different types of bend, tabs, legs, brack 
ets, Or boX foríns. For example, if a piece of 
Inetal is to be bent up and is to have one leg 
thereof one inch long, handle number 36 is ro 
tated until the graduations on the wheel 64 in 
dicate one inch. By virtue of the compact ar 
rangement of the Various parts, a device of high 
Versatility is produced and yet, Which takes a 
minimum of floor space. All of the controls are 
Within handy reach of the operator's hands or 
feet so that apart from the adjustment of the 
device to handle different shapes, When it is de 
Sired to use the device as a production machine, 
this may be satisfactorily done. 
I wish it to be understood that I do not desire 

to be limited to the exact details of construction 
ShoWn and described, for obvious modifications 
Willi occur to a person skilled in the art. 

I claim: 
1. A quick change press brake for use in form 

ing material, comprising: a first die; a second 
die; first means to move said first die toward said 
Second die, said means including a cylinder hav 
ing a hollow neck and an externally flanged pis 
tOn rod slidably disposed within said neck; and 
Second adjustable means to limit movement of 
the first die toward the second die, said second 
means including an internally flanged sleeve 
threadedly engaged on Said neck, the internal 
fange on said sleeve being adapted to act as a 
detent for the external flange on the piston rod. 

2. A quick change press brake for use in form 
ing material, comprising: a first die; a second 
die; first means to move said first die toward said 
Second die, said means including a cylinder hav 
ing a hollow neck and an externally flanged pis 
tOn rod slidably disposed within said neck; and 
Second adjustable means to limit, movement of 
the first die toward the second die, said second 
means including an internally flanged sleeve hav 
ing graduations thereon and threadedly engaged 
On Said neck, the internal flange on said sleeve 
being adapted to act as a detent for the external 
flange On the piston rod; and a stationary pointer 
mounted on Said cylinder and adapted to coact 
With the graduations on Said sleeve. 

3. A quick change press brake for use in form 
ing material comprising: a first die; a second 
die; mean S to rinOVEe Said first die to Ward Said Sec 
ond die; means to rotatably mount the Second 
die on Said press brake; and gauge means adjust 
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ably positioned in the vicinity of a point at which 
said dies are juxtaposed, said gauge means includ 
ing a control therefor penetrating said means for 
rotatably mounting the second die substantially 
at the axis of rotation of said last mentioned 
means, whereby rotation of said second die does 
not affect the said gauge means. 

4. A quick change press brake for use in form 
ing material, comprising: a first die; a Second 
die; means to move said first die toward said 
second die; means to rotatably mount the second 
die on said press brake; gauge means adjust 
ably positioned in the vicinity of a point at which 
Said dies are juxtaposed, Said gauge means in 
cluding a control therefor penetrating said means 
for rotatably mounting the second die substan 
tially at the axis of rotation of Said last mentioned 
means, whereby rotation of said second die does 
not affect the said gauge means; adjustable stop 
means to limit movement of Said first die toward 
said second die; and graduations associated with 
said stop means to indicate the limit of travel 
of the first die toward the Second die; and gradu 
ations associated with said gauge means control 
and disposed in front of the Second die to indi 
cate the position of Said gauge means With rela 
tion to Said point of juxtaposition. 

5. A quick change press brake for use in form 
ing material, comprising: a first die; a, second die; 
first means to move the first die toward the Second 
die; Second means to rotatably mount the second 
die on the press brake; a guide rod extending 
from the press brake in the vicinity of the point 
of juxtaposition of said dies; a base horizontally 
movable on said guide rod; a guide piece on said 
base; a spindle rotatably mounted on the press 
brake and in threaded engagement With said 
base; and third means to rotate said spindle SO 
as to advance and retract said base and guide 
piece; Said third means penetrating said second 
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means at the axis of rotation of the second means; 
whereby the third means may be actuated inde 
pendently of the rotation of the second die. 

6. A quick change press brake for use in form 
ing material, comprising: a, first die; a SecOnd die; 
first means to move the first die to Ward the Sec 
Ond die; Second means to rotatably mount the 
Second die on the press brake; a guide rod ex 
tending from the press brake in the vicinity of 
the point of juxtaposition of Said dies; a base 
horizontally movable on said guide rod; a guide 
piece mounted on said base for movement about 
a vertical axis; a spindle in threaded engagement 
With Said base; and third means to rotate Said 
spindle So as to advance and retract said base 
and guide piece in a generally horizontal plane; 
Said third means penetrating said Second means 
at the axis of rotation thereof; whereby the 
third means may be actuated independently of 
rotation of the Second die. 
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