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To (ill 2:ho i?, it may concern: 
Be it inown that I, CLARK F. RIGBY, a 

citizen of the United States, and resident of 
Bittler, in the county of Butler and State of 
Pennsylvania, have invented certain new 
and useful improvements in Manufacture of 
Rope-Clamps for Well-Drilling Cables, of 
which tie following is a specification. 
in the manufacture of rope clamps for 

well drilling cables having depressed slip 
guideways, for example, as shown in my 
i’atent No. 873,090, granted December 10, 
30, the forming of such guideways is 
laborious and expensive as they must be ma 
chined after the clamp body has been cast 
or forged. Also, difficulty has been ex 
perienced in obtaining accurate and uniform 
downward convergence of the guideways, 
and this has been particularly pronounced 
with clamps having sectional or two-part 
bodies, as shown in my above mentioned 
patent, due to the great difficulty in main 
taining aniform limes in the heavy castings 
or forgings. 
The present investion is designed to over 

come the difficulties noted and obtain ab 
solute accuracy and interchangeability by 
the method and means hereinafter described 
and claimed which, and while illustrated in 
collection with a sectional or two - part 
clan) body, its list is not thus restricted. 

A fecialism embodying the improvements 
and by means of which the invention is 

'actised is illustrated in the accompanying 
tirawiings, Fir; le 1 being a vertical tongi 
tudinal section of sich improved mecha 
inism, taken on line 1-1 of Fig. 2, and Fig. 
2 is a section: plan on line 2-2 of Fig. 1. 
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Fig. : critical section of the sectional 
is a cle: 'ation of the core with 

its thereof fitted together, and Fig. 5 
iiiilar view with the parts separated. 

..Ys here shown, the clan body is formed 
in ti" () setics haves 2 in 3 united at one 

ls hige 4 and at the opposite side 
adapted to he secured together by clan) 5, 
all as shown in ny alov ( mentioned patent. 
The inner sides of sections 2 and 3 tyre re 
essed vertically to form when closed this 
downwardly pering ore or 'avity (5 which 
is listially circuli' in ('fross section. 

instead of achining the slids ways in the 
it 'e Yi the 'one-griping slips, being 
the 14th it employed in producing the 
at title y\} \'s the clim (if my above men 
titled lateat, I cast or forge the clamp 

body with the relatively large upright de 
pressions 7 which are preferably of dove 
tail cross-section, and while the opposite de pressions converge downwardly, great ac 
curacy need not be observed either as to such 
convergence ol' as to exact cross sectional 
shape. Adapted to fit within and fill the 
clamp bore is... a core which consists of the 
outer sections 8 and 9, each substantially 
semi-circular in plan, and adapted to fit 
therebetween is the central or intermediate 
section 10 which may be constructed at its 
upper end with handle 10'. At opposite 
sides of the core the three sections 8, 9 and 10 
are widened out to form the pattern projec 
tions 11 which extend into but only par tially fill depression 7, as shown in figs. 
and 2. Projections 11 are of dove-tail sec 
tion in order to form dove-tail slideways 
in the Babbit or other soft metal 12 which 
is filled or cast therearound in depressions 
7, the latter locking the metal therein. 
The accuracy with which the core is 

formed, combined with its downward taper, 
causes it to closely fit within and fill the 
clamp bore and at the same time center the 
pattern projections ll in depressions 7, the 
'esult being that absolutely true and accu 
rite sideways are produced in and by the 
metal 12, this regardless of inaccuracies or 
lack of exact correspondence between de 

'essions 7. By this means ship guideways 
that correspond in size and in taper or 
do n’ard convergence are produced in all 
clans constructed as herein described so 
that slins and clamp body parts may be used 
interchangeably and always produce maxi 
mum eficiency. 
The flat central core section 10 is wedge 

shaped, and the inner faces of sections S 
and 9 diverge upwardly in exact correspond 
Cince with the taper of section 10, so that the 
core expands or spreads uniformly from top 
to bottom when the wedge is inserted and is 
thus caused to accurately and completely 
filt the clamp cavity. Dowel pins 13 carried 
by section S and fitting depressions 14 in sec 
tion 9 insure accurate relative movement 
and fitting of the core parts. The dowel 
ins are embraced by a slot 15 in the central 

wedge section 10, whereby the latter is ac 
curately directed when being inserted as 
well as when being removed. By referring 
to Figs. 4 and 5 it will be seen that the outer 
edges 16 of patterns l1 are parallel at all 
times, not withstanding the upward diver 
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gence of their inner edges 16' carried by the 
core sections 8 and 9, also notwithstanding 
the upward divergence of the opposite edges 
17 of the portions of the pattern carried by 
the wedge section 10. 

in operation, sections 8 and 9 are first 
placed within the clamp-body cavity, being 
maintained in accurate relation by .dowels 
13, and the central section 10 is then insert 
ed and fully spreads or expands the core 
within the clamp recess and fills and com 
pletes the formation of patterns l1 in cavi 
ties 7. After metal 12 has been poured or 
cast, as above described, and has become set, 
wedge 10 is withdrawn, thereby releasing 
parts 8 and 9 and permitting their undercut 
grooves and dove-tail edges to clear the cor 
responding edge projections of metal 12, 
and with the core thus entirely freed it may 
be readily removed. In an application filed concurrently here 
with, I have made claims for a clamp body 
having guideways of the form herein dis 
closed. ... " 

I claim: 
1. In the manufacture of rope clamps, the 

combination of a clamp body formed with a through rope passage and with lorigitu 
dinal depressions in opposite faces of the 
passage, of a core removably fitting within 
and filling the rope passage excepting the 
longitudinal depressions thereof, and longi 
tudinal slideway-forming projections on op 
posite sides of the core which are adapted to 
enter and partially fill said longitudinal de 
pressions for receiving slideway-forming 
metal. 

2. In the manufacture of rope clamps, the 
combination with a clamp body formed with 
a downwardly tapering bore and with up 
right depressions in opposite portions of the 
bore, of a downwardly tapering core closely 
fitting within the bore, and downwardly 
converging lateral projections on the core 
adapted to enter the bore depressions and 
define spaces within said depressions for 
slideway-forming metal. 

3. In the manufacture of rope clamps, the 
a downwardly tapering bore and with up 
right depressions in opposite portions of 
the bore of dove-tail cross-section, of a downwardly tapering core closely fitting 
within the bore, and downwardly converg 
ing, lateral projections of dove-tail cross 
section on the core adapted to enter the bore 
depressions, the projections being of dove 
tail cross-section and combining with the 
bore depiressions to form spacés for receiv 
ing slideway-forming metal. 

4. In the manufacture or rope claimps, the 
combination of a clamp body formed with 
a through role passage and with longiti 
dinal depressions in opposite faces of the 
passage, of a core 'eynovably fitting within 
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and filling the rope, passage excepting the 
longitudinal depressions thereof, and longi 
tudinal slideway-forming projections on op 
posite sides of the core, the projections be 
ing of dove-tail cross-section and adapted 
to enter the longitudinal depressions and 
define a space within each depression for 
receiving metal which forms a slideway of 
dove-tail cross-section. 

5. in the manufacture of rope clamps, the 
combination with a hollow clamp body hav 
ing opposite depressions in its inner wall, of 
a core fitting the interior of the body and hav ing pattern-forming projections at opposite 
sides which extend into said depressions, 
the core formed in sections with one of the 
Sections adapted to be removed for collaps 
ing the core and facilitating its removal. 

6. In the manufacture of rope clamps, the 
combination with a hollow clamp body hav 
ing opposite depressions in its inner wall, of 
a core fitting the interior of the body and hav ing pattern-forming projections at opposite 
sides which extend into said depressions, the 
core formed in three upright sections with a 
portion of each pattern-forming projection 
carried by each section and with one of the 
sections adapted to be removed for collaps 
ing the core and facilitating its removal. 

7. In the manufacture of rope clamps, the 
combination with a hollow clamp body hav 
ing opposite depressions in its inner wall, of 
a core fitting the interior of the body and having pattern-forming projections at op 
posite sides which extend into said depres 
sions, the core formed in two outer sections 
and a third intermediate section fitting be 
tween the outer sections, portions of the 
guideway-forming patterns carried by each 
of the three sections and with the interme 
diate section adapted to be removed for 
collapsing the core and facilitating its re 
moval from the clamp body. 

8. In the manufacture of rope clamps, the 
combination with a hollow clamp body hav 
ing opposite depressions in its inner wall, of 
a core fitting the interior of the body and having pattern-forming projections at op 
posite sides which extend into said depres 
isions, the core divided vertically and trans versely into three sections with portions of 
the pattern-forming projections carried by 
each section, the intermediate section and 
the portions of the patterns carried thereby 
tapering downwardly and the inner faces 
of the outer sections and the portions of the pattern projections carried thereby diverg 
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ing upwardly complementary with the taper - 
of the intermediate section 9. In the manufacture of rope clamps, the 
combination with a hollow clamp body hav 
ing opposite depressions in its inner wall, of 
a core fitting the interior of the body and 
having pattern-forming projections at oppo 
site sides which extend into said depressions, 
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the core formed in three vertical sections 
with a portion of each pattern-forming pro 
jiction carried by each section, each com 
piete pattern - forming projection hav 
ing parallel upright edges carried, respec 
tively. by the outer core sections, the portion 
of each pattern carried by the intermediate 
core section tapering downwardly and the 
inner faces of the portions of each pattern 
carried by the outer core sections diverging 
upwardly complementary with said down 
ward taper, whereby when the core sections 
and the pattern portions carried thereby 
are fitted together they combine to form pat 

5 tern projections of uniform width from top 
to bottom. 

10. In the manufacture of rope clamps, the 
combination with a hollow clamp body hav 
ing opposite depressions in its inner wall, 

3. 

of a core fitting the interior of the body and 
having pattern forming Pricit at op positesides which extend into said depres 
sions, the core consisting of two outer sec 
tions and a central section removably fitting 
therebetween dowels removably connecting 
the outer sections and the intermediate sec 
tion slotted vertically to pass over the 
dowels, and pattern-forming projections 
carried by the sectional core and extending 
into the depressions in the wall of the body 
cavity. 
In testimony whereof I affix my signature 

in presence of two witnesses. 
CLARK F. RIGBY. 

Witnesses: 
J. M. NESBIT, 
F. E. GAITHER. 
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