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To all whom it may concerm:
~Be 1t known that I, IRA HARRIS, of Cleve-

land, in the county of Cuyahoga and State of
Ohio, have -invented certain new and usefal
Improvements in Processes of Forging Clamps
or Stops; and 1 do hereby declare the follow-
ing to be a full, clear, and exact description of
the invention, such as will enable othersskilled

in the art to which it pertains to make and use

the same. |
My invention relates to an improved pro-

- cess of forging the male portion of clamps or
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so-called **stops,”’ for connecting the two parts
of wire cables that are being employed in the
construction of cable roads, the said process
consisting in the steps hereinaiter described
and claimed. The cablesreferred to are made
in two parts, each part being itself a small
cable consisting of several strands of large

steel wire running spirally, in the usual man-

ner. At suitable and equal distances—per-
hapssix oreight inches, more orless—a single
strand of each part is bent laterally and to-
ward each other, forming small loops, and
clamps are en']ployed to connect, respectively,

these pairs of loops, by means of which the

two parts of the cable are held parallel, but
separated, perhaps an inch, more or less, the
clamps forming so-called ‘“stops’’ that engage
the teeth of the driving-disk, the latter being
connected with the car. These clamps are
made in halves for embracing the loops, the
two parts of the clamp belng respectively
male and female. The male part has lugs that
extend through the loops of the cable and
through holes in the female part, and are riv-
efed on the ountside of the latter atter the parts
areassembled. A cableseveral milesinlength
requires a great nuwmber of these clamps or
stops, and any improvement in the manufac:
ture of such clamps is therefore of great com-
mercial valune. Heretofore in forging these
clamps it has been considered necessary to
forge the lugs extending in a lateral direction,
and to then reheat and set the lugs at right
angles to the plate, this latter being done at a
Subsequent operation,

I have devised a process by which the lugs
of the male plate or portion of the clamp are

forged in the required position, extending at.

110*1113 flnrrlecs flom the body of the phte, the

end elevation of the same.

4 and 5. Fig

| same being done at one oper ation and without

reheating.

In the accompanying drawings are illus-
trated suitable dies for carrying out my pro-
cess 1n the drop-press.

Figure 1 1s a plan view of the top break-
ing die, showing also in diagram a side and
Fig. 2 18 a plan -
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view of the bottom breaking-die with side
and end elevations in diagram. Iig. 3 1s a
vertical seetion through the two dies on the

Jdine 2 #, Figs. 1 and 2. Fig. 41s a plan view

of the top forging or finishing die, with dia-
orams showing side and end elevations., Xig. 63
b is a plan view of the bottom forging-die, the
diagram showing an end elevation. Fig. 6 18

a section of the two dies on the line y v, Figs.

. 718 a view in perspective of
the male portion of the clamp forged in these 70
dies. Figs. from 8 to 13, inclusive, 1llustrate
the breaking and forging dies for the female
part of the clamp. No claim of novelty 18
made in reference to these latter dies which

are used in carrying out my process, sald nov- 75

elty being confined to the forging of the male
portion of the clamp. These dies are mer ely
shown to give a clear understanding of the
manner of forging the entire clamp. Fig. 14
is a view in perspective of the female portion 8o
of the clamp. TFig. 15 is an end elevation of
the entire clamp in position riveted together.

A represents the male portion of the clamp,
and B the female portion. (See IFigs. 7 and
14.) The part A has lugs a, that pass through 35
the loops of the cable and through the holes b
of the part B. The lugs «, as shown, stand
upright. or at right: dngles to the pla,te A.
Heretofore 1t has been considered impractica-
ble to forge these lugs in such upright posi- go
tion; but on the contrarv, it was supposed
that, these lugs must be forged in a lateral or
divergent position, and by a subsequent op-
emtlon of reheating, bending, and swaging the
lugs the latter w ere bloucrht to the upright g5
position shown in Fig. 7. 1Wlth my improved
process, by means of suitable dies in the drop-
press the male portion of the clamp 18 formed

complete at one operation, as aforesaid.

Cand C are 1espectwely the topand bottom 100
breaking-dies. The die C has deep chambers

| ¢, 1nto which the he"uted metal of the blank 18
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forced by the action of the dies €, forming
prongs from which to shape the lugs ¢. The
chambers ¢ should be of such size, depth, and
tapering form that enough metal will be forced
therein to form the lugs a, and that the pro-

duct of the breaking-dies, with such prongs ;

attached, may be readily removed.
D and D’ are respectively the top and bot-

tom forging or finishing dies, the former hav-

ing chambers d, into which the prongs formed
by the breaking-dies are forced and brought
to the proper form and size to form the lugs
«. The plate A meantime is forged by these
dies, the entire operation in the breaking and
forging dies requiring but a few moments, and
is done without reheating the metal.

What I claim is—
The process or method herein described of
forging the male part of ciamps or so-called

““stops’’ for cables, by means of a drop-press 20
and suitable dies, said process counsisting, es-

' sentially, first, in forcing a portion of the

heated metal of the blank into a chamber of
the breaking-die, so as to form long prongs
extending substantially at right angles to the 25
face of the die; second, in finishing or shaping
these prongs in suitable chambers in the forg-
ing-dies to form lugs of the desired form and
size, sald lugs extending substantially at right
angles to the body of the forging, substantially 30
as set forth. |

In testimony whereof I sign this specifica-
tion, iu the presence of two witnesses, this 10th
day of November, 1885.

IRA HARRIS.

Witnesses:
N. 5. AMSTUTZ,
JAMES K. MEOBLE.
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