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Description

[0001] This invention consists of pneumatic vices able
to replace, with great advantages, all of the currently used
types of vice (mechanical screw, hydraulic, or pneumatic)
for clamping place parts to be processed on automated
process machines.
[0002] A vice according to the preamble of claim 1 is
disclosed in US-A-2,417,625.
[0003] On these machines, up to now, the only impor-
tant operation that has remained manual is the clamping
of the parts. The operator mounts the part to be proc-
essed on a screw vice, pre-clamps it lightly and beats it
to settle it on the rests, then clamps it definitively, fre-
quently with the aid of a maul. This operation requires
extensive time, is physically fatiguing, and does not guar-
antee perfect repeatability of clamping on a series.
[0004] Consequently, there is a strong demand on the
international level for a system of automating this impor-
tant operation too, preferably with pneumatic vices, since
all of the machines have compressed air available for
tool changing and other functions and considering that
work benches are already predisposed for the arrival of
compressed air for blowing away chip after machining.
[0005] The present-day pneumatic and hydraulic vices
have not managed, except in a few special cases, to re-
place mechanical screw vices, due to the following five
disadvantages:

1) Danger of ruining a part due to loosening of the
clamping caused by sudden pressure drop due to
breakage in the pipes, given that the commands are
generally outside of the machine; or due to the inev-
itable slow pressure drop if the parts must remain
clamped for long periods (work shifts, weekends,
etc.).
2) Complicated, expensive connections between the
work benches on which the vices are placed and the
outside of the machine where the controls must be
placed, connections made even more complicated
by the fact that these vices are usually double-action,
by the difficulty of traversing the shields placed
around the work bench as seal for the cooling jets,
and by the translation and rotation movements of the
bench during machining. These problems become
even greater for hydraulic vices, which almost al-
ways operate above 200 atmospheres and have
much stiffer, bulkier pipings and which, moreover,
require the installation of expensive pumping units.
3) Much larger overall dimensions of mechanical vic-
es (almost triple the size, at the same performance
level).
4) Excessive weight (almost triple) with consequent
difficulty in handling.
5) Excessive costs (almost quadruple) as compared
to screw vices with equivalent force and clamping
length.

[0006] Up to now these five disadvantages have re-
stricted the application of pneumatic vices to a limited
number of small process machines (e.g., for the produc-
tion of window frames) and that of hydraulic vices to
heavy machines or for very large series.
[0007] The object of the invention is to solve the 5
points listed and thus make it possible to fabricate vices
that perform automated clamping of parts with a single
internal connection with the air that is present on all work
benches for blowing away chip. The object is achieved
with a vice according to claim 1.
[0008] It also presents a further advantage as com-
pared to mechanical screw vices, given that, length being
the same, it can be used to clamp parts twice the size
(for vices of medium length), thus upgrading the produc-
tion capacity of the machines, since very large parts can
be processed in a shorter time and with adjustable
preloading and loading that is precise and repetitive.
[0009] Moreover, it can advantageously replace the
present-day hydraulic vices since, overall dimensions
being the same, it provides much higher clamping forces,
nearly double the clamping length, and requires much
shorter working times, with decidedly lower costs of the
vice and its installation.
[0010] This result has been made possible by:

1) A special pneumatic group, preferable simple-ac-
tion with piston, arranged with the axis perpendicular
to the plane of the vice’s base and acting on the long
end of a 90° lever with fulcrum in the base, which
pushes with the end of the short arm a slide moving
in a guide machined on the back of the base, trans-
mitting to it a slight movement (Δ) and the load mul-
tiplied by the ratio of the arms.

[0011] A fundamental characteristic of this group is
that, thanks to the particular geometry of the load trans-
mission between 90° lever and slide, and to its reduced
dimensions, it is possible to have several pneumatic
groups operating in series on the same vice, so as to
exploit for the clamping of the parts the sum of the forces
transmitted by the various groups to the slide and from
it to the part.
[0012] Already with two groups, loads approximately
40% higher than those required for the most demanding
processes can be obtained. With 3 groups the loads ob-
tainable are so high as not even to be hypothesized in
the reasonable future.
[0013] Basically, the short arms of the 90° levers act
like the teeth of large toothed wheels that engage and
push the slide, which may be compared to a rack with
very particular toothing, given that the contacts remain
always on the same plane as the axis of the slide.
[0014] Each group consists of a piston having a disk
of minimum thickness, since it must house a single gasket
(but of the highest quality) followed by a central guide
appendix of minimum axial dimensions, since the thrusts
transmitted to the piston by the end of the 90° lever are
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always coincident with its axis. This is because the end
of the 90° lever arm describes a circle tangent to the
piston axis with the travel astride the point of tangency.
The end of the short arm too describes a circle tangent
to the longitudinal axis of the slide and the short travel
(Δ) transmitted by the short arm of the 90° lever to the
slide is astride the tangency point, half before and half
after, and may thus be considered as a straight line co-
incident with the axis itself. The mating surfaces between
90° lever and slide consist of a portion of cylinder with
axis in the end of the short arm and a portion of cylinder
of much larger diameter on the slide. Since the 90° lever
is treated for the maximum hardness attainable in the
current state of technology and is perfectly polished while
the slide is hardened to a lesser degree, for a reduced
thickness and with rather tender core, at the first clamping
the high loads transmitted by the 90° lever produce on
the slide a minor permanent set and an initial polishing
without further bedding or wear. This behavior has been
verified on a number of 90° levers in experimentation of
500,000 cycles with clamping force of 100,000 Newtons.
[0015] The slide returns to its original position when
the part is unlocked, through the action of two springs of
small diameter but notable length housed in two holes
drilled in the two outer edges of the slide. The holes ter-
minate in two slots machined in the face of the slide turned
toward the base. Two pins fixed on the base and extend-
ing into the two slots serve as the fixed points on which
the forces of the two springs are released. The latter are
assembled when the slide is already positioned on the
vice, and are loaded by means of two dowels screwed
at the ends of the holes turned toward the outside of the
vice.
[0016] With this solution we obtain strong, practically
constant forces for the slide’s return, so as to ensure
constant contact between the cylindrical surfaces thrust-
ing on the 90° lever-slide. No additional dimensions are
required for the arrangement; it is easy to assemble and
contributes substantially to reducing the size of the vice
and to the adoption of single-action pistons, which is in
turn determinant for reducing the axial dimensions of the
pistons and the pneumatic groups as well as for allowing
compressed air to be brought easily to all of the pistons
through a single hole in the center of the base.
[0017] The pneumatic groups described above can al-
so be realized reversed, that is, with the pressurized
chamber located above in the vicinity of the slide. This
solution has the advantage of eliminating the seals used
to keep fluid from the cooling jets from entering the piston
chambers, as well as eliminating the need to discharge
air from the chamber opposed to that of thrust when the
piston moves; this is because, in this solution, the cham-
ber is not closed but open and in communication with the
recesses housing the 90° levers.
[0018] With this solution it is possible to realize self-
centering vices with much smaller vertical dimensions,
by placing at the sides of an upside-down piston two up-
side-down, specular 90° levers. The piston drives the

ends of the two long arms downward while the short arms
command two opposed slides, also specular, which,
through two mobile shoulders lockable on the slides
through the means described below, ensure self-center-
ing clamping of the part.

2) Designing a command and safety unit so compact
as to be housed in the body of the vice at the oper-
ator’s end, that is without adding any further length
to the vice.

[0019] The dimensions of this device, suitable also for
vices of large size (clamping of 100,000 Newtons) are
smaller than those of a packet of cigarettes, giving it a
volume that is smaller by almost two orders of magnitude
than that of the equivalent command units serving the
same functions now available on the market.
[0020] There are 2 opposed micro pressure reducing
valves providing continuous regulation of pressure as
well as bedding loads and final clamping loads, a small
manometer to display the regulated pressure values, an
axially guided check valve of extreme sensitivity and per-
fect seal with O-ring placed near the exit of the regulated
air to the pistons to prevent any lowering of pressure
during machining or in any case with the vice pressurized.
Coaxial with the valve is a micro piston that keeps it for-
cibly open when the vice is discharging.
[0021] The device also includes a 3-position distribu-
tor:

A) Position (A) corresponds to open vice, i.e., with
discharging pistons. This is possible because this
position of the distributor cylinder also allows the
plant pressure to arrive at the micro piston that keeps
forcibly open the check valve placed on outlet to the
command device prior to the piston intake. This po-
sition is guaranteed against accidental actuation by
a lever-actuated safety device.
B) Position (B) puts the pistons in connection with
the first pressure level obtained by means of the first
micro pressure reducing valve and corresponding to
the desired bedding load.
Contemporaneously, this position of the distributor
cylinder puts in discharge the micro piston coaxial
to the check valve. The micro piston withdraws and
the check valve is enabled and ready to intervene
against any drop in pressure.
C) Position C connects the pistons with the second
pressure level obtained by means of the second mi-
cro pressure reducing valve and corresponding to
the final clamping load.

[0022] In this position too, the check valve is enabled
and a lever-actuated safety device ensures against ac-
cidental actuation.
[0023] With this device incorporated in the vice without
adding any dimensions, since due to its extremely com-
pact size it can be placed under the slide at the operator’s
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end of the vice, all of the operations can be controlled
directly from the vice and thus several vices can be
mounted on the machine tool’s work bench, all fed by the
compressed air that arrives at the table for blowing away
machining chip. Consequently, there are no additional
connections outside of the machine.

3) Elimination of the thrust body utilized in present-
day vices as fixed point starting from which, by
means of a screw, the mobile shoulder is pushed
against the part to be clamped, after having ap-
proached the thrust body quite close to the part using
holes, notches or slots machined in the base at wide
intervals.

[0024] Eliminating the thrust body frees a portion of the
vice’s length, making it available to increment the portion
dedicated to clamping the part. This has been achieved
by machining in the upper part of the slide, for its entire
length, a groove in which slides an appendix of the mobile
shoulder which, through the means described below,
serves to lock the mobile shoulder at any point on the
slide in adhesion to the part to be machined, after which
pneumatic clamping is performed. Locking the shoulder
in adhesion to the part to be clamped is fundamental to
reduce the clamping travel to minimum values, which in
turn make possible the small Δ and to keep the contacts
between 90° levers and slide always on the same plane
(α).
[0025] In a first solution, highly innovative but rather
expensive, the mobile shoulder is locked onto the slide
through a conical wedge with the lower part turned toward
the slide having sharp-edged transverse grooves de-
signed to augment the friction coefficient, and with the
upper part inclined downward toward the part to be
clamped which cooperates with a parallel surface of the
mobile shoulder, with two lateral rows of rollers inter-
posed to eliminate friction on the inclined plane. Two lat-
eral springs push the wedge to engage between the
shoulder and the guide, thus provoking immediate lock-
ing of the shoulder onto the guide. A central screw serves
to unlock the wedge, freeing the shoulder at the end of
a machining cycle. With this screw it is even possible to
eliminate the springs, which however are more practical
to use. It is also possible to adapt for this function a cam
between shoulder and wedge.
[0026] Determinant factors for ensuring immediate
locking of the mobile shoulder without slipping at the mo-
ment of pneumatic clamping as well as to allow easy
release of the wedge at the end of the processing cycle
on a series of parts are:

a) the grooves transverse to the direction of clamping
which significantly augment the friction coefficient
between the base of the wedge and the slide, located
at the two outer edges; they can also be used to
collect any oil expelled from the mating zones during
clamping.

b) The two rows of rollers that practically eliminate
friction between the inclined faces of the wedge and
the mobile shoulder.
c) An appropriate value for the inclination of the
wedge.

[0027] Obviously, all of the surfaces are hardened and
proportioned to have elastic deformation only.
[0028] A second solution, simpler and more compact
that the one described above, has also been devised.
Although it involves loss of a small fraction of the travel
(Δ) exploitable for clamping, it is however valid for most
cases in which series of parts having quite precise di-
mensions are to be clamped. According to this solution,
on either side of the slide are machined two parallel mi-
cro-toothed tracks, while at the center of the slide in a
reverse Tee channel runs a cursor with a large threaded
hole in the center. The mobile shoulder bears matching
micro-toothed zones and at the center a large screw
whose axis is misaligned by half the pitch of the micro-
toothing in the direction of clamping and which screws
into the threaded hole in the cursor to ensure, once the
shoulder has been brought as close as possible to the
part, locking of the shoulder on the slide. The pitch of the
micro-toothing (p) is much less than (n) but it may hap-
pen that the shoulder remains separated by (p) from the
part. In this case the shoulder can be turned over 180°
so that, due to the misalignment of (p/2) of the screw in
the shoulder, the latter can be approached to the part by
(p/2) ad thus even in the most unfavorable situation the
slide’s travel (Δ) is reduced only by (p/2). Obviously the
mobile shoulder is equipped with clamps on the two op-
posed faces.

4) Positioning at the operator’s end of the slide a
cylindrical appendix fixed with a bolt to its lower face
and which can be pushed by a central threaded
screw at the center of the base for a short travel (n)
in the absence of air without adding further dimen-
sions.
5) Fixed shoulder of size reduced to almost half that
of the currently used vices so as to increment the
working length for clamping.
This is achieved by positioning the ends of the fas-
tening bolts in the base and increasing the number
of bolts from 4 to 6, and by adopting parallelepiped
clamps without a wedge. In this way the axis of the
first two bolts, those near the edge of the fixed shoul-
der, can be brought just under the clamp, in order to
obtain through the effect of maximizing the lever arm
between the furthest bolts and increasing the
number of bolts from 4 to 6, the same anti-turnover
momentum with a shoulder that is axially narrower.
6) Parallelepiped clamps without wedge to reduce
costs and dimensions. The clamps rest on the teeth
machined in the shoulder and bear on the face in
contact with the shoulder a central track of the same
length as the clamp, shallow in depth and sharp-
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edged, capable of substantially incrementing the co-
efficient of friction and thus making it unnecessary
to adopt wedges to keep the clamp from moving dur-
ing the operation.
7) Possibility of joining several vices with end bolts
to obtain a clamping length that will be the sum total
of those of the joined vices. This characteristic, re-
alized in some present-day mechanical vices
through pairs of lateral joining blocks fitting in tracks
machined in the sides at the ends can instead, in the
vices described here, be realized through simple butt
joints. This solution is allowed by the body of these
vices, since having eliminated the thrust body and
the large central opening with slots or holes for its
fastening, it is possible to machine holes for butt joint
fastening with a pair of bolts.
8) Lateral data plates consisting of two strips of work-
hardened stainless steel bearing the operating data
inserted in two guides running along the sides in co-
incidence to the pins of the levers, and providing in
the most economical manner for keeping these pins
in position. The data plates can be removed, allowing
rapid assembly and disassembly.
9) A variation of the above solutions has also been
devised for those particular situations in which
processing causes significant weakening of the
clamped part, which could become deformed after
machining. In these very rare cases, screw clamping
is preferable because it subjects the part to constant
deformation rather than to a constant load. Thanks
to the solutions described, it is possible to automate
this situation too, obviously to the detriment of cost
and clamping length. In fact, utilizing the basic sys-
tem with slide and mobile shoulder lockable on the
slide in adhesion to the part to be machined, as de-
scribed above, clamping takes place through a rota-
tion of the screw placed in the base at the end of the
slide so slight that it can be effected pneumatically
through a special pneumatic group located at the
end of the base and consisting of 2 pairs of double-
action pistons in opposing positions. Each pair of
pistons is fixed to the end of a cylindrical stud bolt,
toothed in the middle so as to drive a central toothed
wheel integral with the slide’s command screw. The
two upper pistons push in fact in the opposite direc-
tion of the two lower pistons, transmitting the desired
rotation and momentum to the toothed wheel and
the screw. For unlocking, the pressures in the pistons
are inverted and a reverse rotation and torque is pro-
duced.
10) Lastly, it is possible with the solutions described
here to produce mechanical vices consisting of the
basic system of slide with clamping by means of a
screw that from the base pushes the slide to perform
clamping. These vices, useful in situations in which
no compressed air is available, have the significant
advantage of great clamping length, length of the
vice being the same (about double that of present-

day screw vices).

[0029] To make concretely evident the advantages of
the vices subject of this patent application as compared
to mechanical ones, we report the characteristics of a
line of these vices that is one of the most widely diffused
and currently appreciated, having width of clamps 200
millimeters and clamping force with screw approximately
70000 Newtons. The lengths of the shortest and the long-
est model are approximately 550 and 750 millimeters,
with clamping length of 200 and 400 millimeters respec-
tively.
[0030] The equivalent vice constructed according to
this patent with clamps and body 200 millimeters wide
and continuing two pneumatic groups in series has a
length of 530 millimeters, that is, less than the smallest
of the mechanical vices, clamping length of 400 millim-
eters, i.e., equal to that of the largest mechanical vices,
and clamping force of 100,000 Newtons with eight at-
mospheres. Clamping times are shorter by several or-
ders of magnitude, with absolute precision and repeti-
tiveness of clamping loads.
[0031] As compared to one of the best-known hydraulic
vices, manufactured abroad, it is sufficient to note that,
with width of clamps 200 millimeters, it has a declared
force of 70,000 Newtons and significantly less clamping
length. The hydraulic vices considered obviously feature
a single piston with the axis parallel to the clamping di-
rection.
[0032] The invention will now be further clarified with
reference to the attached drawings which illustrate some
preferential forms of practical realization given merely by
way of example but not as limitation, since technical, ge-
ometrical, technological or structural variants can always
be made while remaining within the sphere of this inven-
tion.
[0033] In these drawings:

- Fig. 1 is a partially exploded perspective view of the
vice constructed as per this invention with two pneu-
matic groups (2) in series that drive two 90° levers
(5) upward, with the command group (4) positioned
on the body at one end under the slide (3) and with
exploded view of mobile shoulder with the system of
locking on the slide by means of opposed sets of
micro-toothing (22-46). Furthermore, (1) indicates
the base body, (8) the fixed shoulder, (9) the clamps,
(10) the lateral springs for the slide’s return, (11) the
pins of the springs fixed to the base, (12) the slots
on the slide, (13) the dowels for spring loading, and
(14) the micro pressure reducing valve for regulating
pre-loading, (15) the micro pressure reducing valve
for regulating final clamping, (16) the compressed
air arrival, (17) the threaded holes for joining to an-
other vice, (18) the screw for manual clamping of the
part, (19) the slide’s appendix that is pushed by the
screw for this clamping, (20) the slide’s cursor, (21)
the cursor’s screw, (23) the pin-stay data plates, (24)
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the joining screws, (25) the fixed shoulder fastening
screws, (26) the check valve, (27) the micro-piston
driven by the distributor to open the check valve dur-
ing the discharge stage, and (28) the three-position
command distributor

- Fig. 2 is a perspective view of a vice as per this in-
vention but with the pistons (2) and the 90° levers
(5) reversed in comparison to the preceding solution
and with the mobile shoulder that locks onto the slide
(3) in continuous manner at any point along its length
through the system of self-locking wedge (31) with
two rows of teeth (32) in the lower part where contact
between wedge and slide takes place, and two rows
of rollers (30) in the inclined plane area where the
wedge (32) cooperates with the mobile shoulder (7),
and (40) indicates the flat surface against which the
wedge (31) stops without slipping when a central
screw (not shown) is loosened, lateral springs (not
shown) push the wedge to forcefully fit (I) between
the shoulder and the aforesaid surface (40) of the
slide (3), to allow pneumatic clamping with force (f).

- Figs. 3-4-5 are section views of the detail of the mat-
ing surfaces of the 90° lever’s short arm (5) and the
slide, according to three practical realizations of the
invention.

- Fig. (3’) shows enlarged the detail of the trajectory
in section view of the mating points (A’ B’) between
90° lever and slide. If in fact we consider the trajec-
tory (AB) of the end of the short arm (A), we see that,
being a small section of a circle tangent to the axis
of the slide’s displacement astride the tangency
point, half before and half after, it can be considered
practically straight, with deviations of a few hun-
dredths of a millimeter.
It is then obvious that the trajectory of the contact
(A’) between the cylindrical surface of with radius R
(50) of the 90° lever and the plane of the recess (51)
in the slide, orthogonal to the slide itself, is equally
a straight segment (A’ B’) always on plane (α).

- Fig. 6 is a section view of a self-centering vice.
- Fig. 7 is a section view of the effect of elastic defor-

mation obtained with the shallow, sharp-edged
grooves utilized in this invention to obtain high coef-
ficient of friction with elastic deformation of the sur-
faces.

- Fig. 8 shows six sections (a, b, c, d, e, f) of the com-
mand group (4) incorporated in the base (1).

- Fig. 8 (a) shows the position of the distributor (28)
corresponding to piston discharge (2) with connec-
tion of the pistons (2) through the hole (47) machined
in the body (1) to the ambient through the hole (E)
at the end of the distributor. In this position, there are
also closed the holes in the distributor (W-Z) at the
opposite end that discharged the micro piston (27),
while holes (P-Q) are connected with the plant air,
through the connection described in section 8 (f).
The micro piston (27) presses upon the check valve
(26) and keeps it open, allowing the discharge of air

from the vice’s pistons (2).
- Fig. 8 (b) shows the distributor (28) in the interme-

diate position with feed at the pressure of the micro
pressure reduction valve (14) to the vice’s cylinders
(2), to the bedding preloading and the check valve
(26), operative since the micro piston’s chamber (27)
is discharging and the feed at plant pressure has
been interrupted. Section 8 (e) shows the screws
that fasten the command group (4) to the base (1).

- Fig. 8 (c) shows the distributor (28) in the final clamp-
ing position connecting the vice’s pistons (2) with the
micro pressure reduction valve (15) adjusted to the
pressure that ensures final loading and with the
check valve (26) always operative.

- Fig. 8 (d) is an external view showing the safety lever.
- Fig. 9 (a) shows a section of the wedge (31) which

effects, through the release of the springs (not
shown) (1) immediate locking without slipping of the
wedge (31) onto the slide (3) due to the friction of
the sharp-edged grooves (32) while at the moment
of pneumatic clamping with force (f) the mobile
shoulder (7) will withdraw for a few tenths of a mil-
limeter sliding on the rollers (30) until it creates ver-
tical forces (F) capable of balancing with their com-
ponents force (f) as illustrated in section 9 (b). A cen-
tral screw (not illustrated) in the drawings, acting be-
tween (7) and (31) allows, upon completion of the
machining of a batch of parts, the unlocking of the
mobile shoulder as well as easy sliding, since it nul-
lifies the action of the trigger springs.

- Fig. 10 is a perspective view of a vice with base (1),
slide (3), mobile shoulder (7) lockable to the slide
and end screw (18) which pushes the slide’s appen-
dix (19) driven by the four opposed pistons (34) which
command rotation through a toothed wheel integral
with them.

- Fig. 10 shows the chambers (33) of the 4 pistons
(34) in which the pressure acts to create the two op-
posed thrusts (P) that produce on the gearing (35)
the torque and rotation to move the slide (3) by
means of the screw (18).

Claims

1. A pneumatic vice comprising a base (1) and a pair
of opposed shoulders (7, 8) designed to clamp a
workpiece, wherein at least one of the shoulders (7)
can be fixed by suitable means to a slide (3) having
the same length as the base and sliding in the direc-
tion of the other shoulder (8) in a guide machined on
the back of the base; wherein the shoulder (7) can
be fixed to the slide (3) at any point on the slide (3)
in contact with the part to be clamped; the vice com-
prising also a thrust means of the pneumatic jack
type provided with a lever force multiplier interposed
between said pneumatic jack and the slide (3) to
move the slide and shoulder (7) assembly toward
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the other shoulder (8) for an extremely short tract (Δ)
but with the maximum required clamping force, char-
acterized by the fact of including at least two of the
aforesaid jacks (2) arranged with parallel axes and
acting on recesses (51) or appendixes of the slide
(3) by means of their respective levers (5), such that
their forces are added together to act on the slide
(3); wherein said jacks (2) are arranged in the base
(1) one after the other along the sliding direction of
the slide (3) with their axis orthogonal to said sliding
direction; wherein each of said lever (5) is a 90° mul-
tiplication lever (5) with fulcrum in the base (1) which
receives the force of the corresponding jack (2) and
transmits it multiplied to the slide (3); wherein the
thrust surfaces (50) of the 90° lever (5) against the
corresponding surfaces (51) of the slide (3) consist
of cylindrical surfaces with central radius (R) in the
ends of the short arms of the levers such that these
ends describe circular trajectories tangent to the axis
of motion of the slide to which they transmit the
clamping force and a minor displacement (Δ) astride
the point of tangency, half before and half after, and
thus practically rectilinear so that the contact through
which the very high forces are transmitted remains
substantially on a same plane (α) parallel to the slid-
ing direction during the entire movement (Δ).

2. Vice as claimed in claim 1 and preceding, charac-
terized by the fact that said jacks include single-
action pistons and that a single hole at the center of
the base (1), orthogonal to the axis of the pistons
and traversing all of the chambers (2) of the various
jacks, reaches all of the thrust chambers allowing to
pressurize or discharge all of the jacks contempora-
neously.

3. Vice according to the above claims characterized
by the fact that the mobile shoulder (7) guided and
sliding in two grooves in the slide (3) bears inside it
a conical wedge (31) with the narrowest part turned
toward the part to be clamped and with the lower
face sliding against a flat, smooth surface (40) of the
slide (3), said lower surface of the wedge (31) having
two lateral series of sharp edge transverse toothings
(32), the inclined upper face of said wedge (31) co-
operating with a parallel surface of the mobile shoul-
der with the interposition of two rows of rollers (30),
lateral springs pushing the wedge to stick between
the shoulder and the slide when the mobile shoulder
has been brought into contact with the workpiece,
triggering immediate locking, the springs during the
movement of the shoulders being rendered ineffec-
tive by a central screw that acts between shoulder
and wedge and allows easy unlocking at the end of
each work cycle.

4. Vice as claimed in claims 1, 2 or 3, characterized
by the fact that the slide bears two micro-toothed

tracks (46) running beside a central channel in the
shape of a reversed Tee (45) in which slides a cursor
appendix (20) of the mobile shoulder (7) which
presents at the center a large threaded hole, the
shoulder having two micro-toothed zones (22)
matching the micro-toothed tracks (46) and a central
stay bolt (21) which screws into the cursor (20) sliding
through the channel in the slide, by tightening the
stay bolt when the shoulder has been brought near
to the part to be clamped the shoulder is locked onto
the slide; and by the fact that the axis of the stay bolt
is displaced by half a pitch of the micro-toothing in
the clamping direction and the shoulder (7) is fitted
with clamps (9) on both faces so that it can be rotated
of 180° when, as the mobile shoulder is approached
to the part to be clamped, there is excessive clear-
ance due to the pitch of the micro-toothing.

5. Pneumatic vice as claimed in claim 1 and following,
characterized by the fact that it comprises a com-
mand and security device (4) placed at one end of
the vice and comprising two opposed micro pressure
reduction valves (14) and (15) for continuous adjust-
ment of the pre-clamping and clamping load, an ax-
ially guided check valve (26) located at and directly
connected with an air discharge hole (47) from the
jacks (2), a micro piston (27) being placed on the
same axis of the valve (26) to keep it forcibly open
when said micro piston receives the plant air pres-
sure during the stage of jacks discharge; a distributor
(28) having three positions corresponding to dis-
charge, pre-clamping and final clamping of the jacks
(2), respectively; and a safety lever (42) that locks
the distributor in the two extreme positions as pro-
tection against accidental actuation.

6. Pneumatic vice according to the above claims char-
acterized by the fact that, at the end of the slide (3)
is fixed an appendix, preferably cylindrical (19)
turned toward the base which can be pushed for a
travel (Δ) by means of a screw (18) placed in the
base without creating additional longitudinal dimen-
sions.

7. Vice as claimed in the above claims characterized
by the fact that, to bring the slide (3) back to its orig-
inal position after each clamping procedure, two
springs of limited diameter but notable length (10)
are used, housed in two holes drilled in the two outer
edges of the slide, these holes terminating in two
slots (12) machined in the face of the slide turned
downward, two pins (11) being fixed in the base and
extending into the two slots to realize the points
where the forces of the two springs discharge.

8. Vice as claimed in the above claims characterized
by the fact that the fixed shoulder (3) is tightened
against the base by means of 6 screws with their
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ends in the base and two screws turned toward the
mobile shoulder placed at the extreme edge of the
fixed shoulder beneath the clamp (9) on the fixed
shoulder (8).

9. Vice as claimed in the above claims, characterized
by the fact that the clamps (9) are simple parallele-
pipeds that rest on teeth machined on the shoulders
and that present on the face that is tightened against
the shoulder a central trace as long as the clamp,
shallow in depth and having sharp edges,

10. Vice as claimed in the above claims characterized
by the fact that, at the end opposite the one in which
the command unit is placed, there is a recess with
two holes that allows the joining of two vices with two
butt-joint bolts (24).

11. Vice as claimed in the above claims characterized
by the fact that the pins (6) that ensure rotation of
the multiplier levers are kept in position on the base
by two strips of workhardened stainless steel housed
in two grooves of the same length as the vice bases,
placed in correspondence to the holes for the pins.

Patentansprüche

1. Eine pneumatische Zwinge, die eine Basis (1) und
ein Paar gegenüberliegender Schultern (7, 8), die
zum Einspannen eines Werkstücks entworfen sind,
umfasst, wobei mindestens eine der Schultern (7)
durch geeignete Mittel an einem Gleitstück (3) fixiert
werden kann, das dieselbe Länge wie die Basis auf-
weist und in der Richtung der anderen Schulter (8)
in einer Führung gleitet, die auf der Rückseite der
Basis eingearbeitet ist; wobei die Schulter (7) an dem
Gleitstück (3) an jedem Punkt auf dem Gleitstück (3)
in Kontakt mit dem einzuspannenden Teil fixiert wer-
den kann; die Zwinge ebenfalls ein Schubmittel vom
Druckluftdruckzylindertyp aufweist, das mit einem
Hebelkraftübersetzer versehen ist, der zwischen
dem Druckluftdruckzylinder und dem Gleitstück (3)
angeordnet ist, um die Gleitstück - und Schulter (7)
-Baugruppe für einen extrem kurzen Hub (Δ), aber
mit der maximal erforderten Klemmkraft bewegt, ge-
kennzeichnet durch die Tatsache, dass minde-
stens zwei der zuvor genannten Druckzylinder (2)
mit parallelen Achsen angeordnet sind und auf Aus-
nehmungen (51) oder Anhänge des Gleitstücks (3)
mittels ihrer jeweiligen Hebel (5) einwirken, so dass
ihre Kräfte addiert werden, um gemeinsam auf das
Gleitstück (3) einzuwirken; wobei die Druckzylinder
(2) in der Basis (1) einer hinter dem anderen entlang
der Gleitrichtung des Gleitstücks (3) mit ihrer Achse
senkrecht zu der Gleitrichtung angeordnet sind; wo-
bei jeder der Hebel (5) ein 90°-Übersetzungshebel
(5) mit Hebelpunkt in der Basis (1) ist, der die Kraft

des entsprechenden Druckzylinders (2) aufnimmt
und übersetzt an das Gleitstück (3) überträgt; wobei
die Schuboberflächen (50) des 90°-Hebels (5) ge-
gen die entsprechenden Oberflächen (51) des Gleit-
stücks (3) aus zylindrischen Oberflächen mit zentra-
lem Radius (R) in den Enden der kurzen Arme der
Hebel bestehen, so dass diese Enden kreisförmige
Trajektorien tangential zu der Bewegungsachse des
Gleitstücks, auf dass sie die Klemmkraft übertragen,
und eine geringfügige Auslenkung (Δ) rittlings des
Berührungspunkts, halb davor und halb dahinter,
und somit praktisch rechtwinkelig, beschreiben, so
dass der Kontakt durch den die sehr hohen Kräfte
übertragen werden, im wesentlichen auf einer sel-
ben Ebene (α) parallel zu der Gleitrichtung während
der gesamten Bewegung (Δ) bleibt.

2. Zwinge gemäß Anspruch 1, gekennzeichnet durch
die Tatsache, dass die Druckzylinder einfach wirken-
de Kolben einschließen und dass ein einziges Loch
an dem Mittelpunkt der Basis (1), senkrecht zu der
Achse der Kolben und alle Kammern (2) der ver-
schiedenen Druckzylinder durchquerend, alle
Schubkammern erreicht, so dass es ermöglicht wird,
alle Druckzylinder gleichzeitig mit Druck zu beauf-
schlagen oder abzulassen.

3. Zwinge gemäß den Ansprüchen oben, gekenn-
zeichnet durch die Tatsache, dass die bewegliche
Schulter (7), die in zwei Nuten in dem Gleitstück (3)
geführt wird und gleitet, darin einen konischen Keil
(31), mit dem schmalsten Teil in Richtung des ein-
zuspannenden Teils gedreht und mit der unteren
Seite an einer flachen, glatten Oberfläche (40) des
Gleitstücks (3) gleitend, trägt, wobei die untere Ober-
fläche des Keils (31) zwei laterale Reihen von scharf-
kantigen Querzahnungen (32) aufweist, die geneigte
obere Seite des Keils (31) mit einer parallelen Ober-
fläche der beweglichen Schulter mit der Dazwi-
schenlagerung von zwei Reihen von Rollen (30) zu-
sammenwirkt, laterale Federn den Keil drücken, so
dass er zwischen der Schulter und dem Gleitstück
klemmt, wenn die bewegliche Schulter in Kontakt mit
dem Werkstück gebracht worden ist, so dass eine
umgehende Verriegelung ausgelöst wird, wobei die
Federn während der Bewegung der Schultern durch
eine zentrale Schraube unwirksam gemacht wer-
den, die zwischen Schulter und Keil wirkt und eine
einfache Entriegelung an dem Ende von jedem Ar-
beitszyklus erlaubt.

4. Zwinge gemäß Anspruch 1, 2 oder 3, gekennzeich-
net durch die Tatsache, dass das Gleitstück zwei
mikroverzahnte Spuren (46) trägt, die neben einem
zentralen Kanal in der Form eines umgekehrten T
(45) verlaufen, in dem ein Zeigeranhang (20) der be-
weglichen Schulter (7) gleitet, der an der Mitte ein
großes Gewindeloch zeigt, wobei die Schulter zwei
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mikroverzahnte Zonen (22) aufweist, die mit den mi-
kroverzahnten Spuren (46) zusammenpassen, und
einen zentralen Stehbolzen (21), der in den Zeiger
(20) geschraubt ist, der durch den Kanal in dem
Gleitstück gleitet, durch Anziehen des Stehbolzens,
wenn die Schulter dem festzuspannenden Teil na-
hegebracht worden ist, wird die Schulter auf dem
Gleitstück verriegelt; und durch die Tatsache, dass
die Achse des Stehbolzens um ein halbes Abstands-
maß der Mikroverzahnung in der Klemmrichtung
versetzt ist und die Schulter (7) mit Klemmen (9) auf
beiden Seiten ausgerüstet ist, so dass sie um 180°
gedreht werden kann, wenn, während die bewegli-
che Schulter dem einzuspannenden Teil angenähert
wird, es einen übermäßigen Abstand durch das Ab-
standsmaß der Mikroverzahnung gibt.

5. Pneumatische Zwinge gemäß Anspruch 1 und fol-
gend, gekennzeichnet durch die Tatsache, dass
sie eine Befehls- und Sicherheitsvorrichtung (4) um-
fasst, die an einem Ende der Zwinge angeordnet ist
und zwei entgegengesetzte Mikrodruckreduktions-
ventile (14) und (15) zur kontinuierlichen Einstellung
der Vorspann - und Spannlast, ein axial geführtes
Prüfventil (26), angeordnet an und direkt verbunden
mit einem Luftablassloch (47) von den Druckzylin-
dern (2), einen Mikrokolben (27), der auf derselben
Achse des Ventils (26) angeordnet ist, um es
zwangsweise offen zu halten, wenn der Mikrokolben
den Anlagenluftdruck empfängt, während des Sta-
diums des Druckzylinderablasses; einen Verteiler
(28), der drei Positionen aufweist, die jeweils Ablas-
sen, Vorspannen und abschließendem Spannen der
Druckzylinder (2) entsprechen; und einen Sicher-
heitshebel (42), der den Verteiler in den zwei Ex-
trempositionen als Schutz gegen unbeabsichtigte
Betätigung verriegelt.

6. Pneumatische Zwinge gemäß den Ansprüchen
oben, gekennzeichnet durch die Tatsache, dass
an dem Ende des Gleitstücks (3) ein Anhang, bevor-
zugt zylindrisch (19), zu der Basis gedreht befestigt
ist, der für einen Hub (Δ) mittels einer Schraube (18),
die in der Basis ohne die Erzeugung zusätzlicher
Längsabmessungen angeordnet ist, gedrückt wer-
den kann.

7. Zwinge gemäß den Ansprüchen oben, gekenn-
zeichnet durch die Tatsache, dass um das Gleit-
stück (3) nach jedem Spannvorgang in seine ur-
sprüngliche Position zurückzubringen, zwei Federn
von beschränktem Durchmesser, aber beträchtli-
cher Länge (10) verwendet werden, die in zwei Lö-
chern aufgenommen sind, die in die zwei äußeren
Ränder des Gleitstücks gebohrt sind, wobei diese
Löcher in zwei Schlitzen (12) enden, die in der nach
unten gedrehten Seite des Gleitstücks eingearbeitet
sind, wobei zwei Stifte (11) in der Basis fixiert sind

und sich in die zwei Schlitze erstrecken, um die
Punkte zu verwirklichen, wo die Kräfte der zwei Fe-
dern abfließen.

8. Zwinge gemäß den Ansprüchen oben, gekenn-
zeichnet durch die Tatsache, dass die fixierte
Schulter (3) gegen die Basis mittels sechs Schrau-
ben mit ihren Enden in der Basis und zwei Schrau-
ben, die in Richtung der beweglichen Schulter ge-
dreht werden, angeordnet am äußersten Rand der
fixierten Schulter unter der Klemme (9) auf der fixier-
ten Schulter (8) befestigt ist.

9. Zwinge gemäß den Ansprüchen oben, gekenn-
zeichnet durch die Tatsache, dass die Klemmen
(9) einfache Quader sind, die auf Zähnen ruhen, die
auf den Schultern eingearbeitet sind, und die auf der
Seite, die gegen die Schulter festgemacht wird, eine
zentrale Spur, so lang wie die Klemme, von geringer
Tiefe und mit scharfen Rändern, zeigen.

10. Zwinge gemäß den Ansprüchen oben, gekenn-
zeichnet durch die Tatsache, dass, an dem Ende,
das demjenigen, in dem die Befehlseinheit angeord-
net ist, gegenüber liegt, es eine Ausnehmung mit
zwei Löchern gibt, die das Verbinden von zwei Zwin-
gen mit zwei Stoßverbindungsbolzen (24) erlaubt.

11. Zwinge gemäß den Ansprüchen oben, gekenn-
zeichnet durch die Tatsache, dass die Stifte (6), die
Drehung der Übersetzungshebel sicherstellen, auf
der Basis durch zwei Streifen aus kaltverfestigtem
rostfreien Stahl in Position gehalten werden, die in
zwei Nuten derselben Länge wie die Zwingenbasis
aufgenommen sind, entsprechend den Löchern für
die Stifte angeordnet.

Revendications

1. Étau pneumatique comprenant une base (1) et une
paire d’épaulements opposés (7, 8) conçus pour ser-
rer une pièce, dans lequel au moins un des épaule-
ments (7) peut être fixé par des moyens appropriés
à un coulisseau (3) possédant la même longueur
que la base et coulissant dans la direction de l’autre
épaulement (8) dans un guidage usiné sur l’arrière
de la base ; dans lequel l’épaulement (7) peut être
fixé au coulisseau (3) à des points quelconques sur
le coulisseau (3) en contact avec la partie destinée
à être serrée ; l’étau comprenant également un
moyen de poussée du type vérin pneumatique pour-
vu d’un multiplicateur de force de levier interposé
entre ledit vérin pneumatique et le coulisseau (3)
pour déplacer l’ensemble du coulisseau et de l’épau-
lement (7) vers l’autre épaulement (8) sur une éten-
due extrêmement courte (A) mais avec la force de
serrage requise maximum, caractérisé par le fait
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qu’il comprend au moins deux des vérins susdits (2)
agencés avec des axes parallèles et agissant sur
des évidements (51) ou appendices du coulisseau
(3) au moyen de leurs leviers respectifs (5), de sorte
que leurs forces soient ajoutées l’une à l’autre pour
agir sur le coulisseau (3) ; dans lequel lesdits vérins
(2) sont agencés dans la base (1) l’un après l’autre
le long de la direction de coulissement du coulisseau
(3) avec leur axe orthogonal à ladite direction de
coulissement ; dans lequel chaque dit levier (5) est
un levier de multiplication à 90° (5) avec un point
d’appui dans la base (1) qui reçoit la force du vérin
correspondant (2) et la transmet, multipliée, au cou-
lisseau (3) ; dans lequel les surfaces de poussée
(50) du levier à 90° (5) contre les surfaces corres-
pondantes (51) du coulisseau (3) sont constituées
de surfaces cylindriques avec un rayon central (R)
dans les extrémités des bras courts des leviers de
sorte que ces extrémités décrivent des trajectoires
circulaires tangentes à l’axe de mouvement du cou-
lisseau auquel ils transmettent la force de serrage
et un déplacement mineur (A) à califourchon sur le
point de tangence, la moitié avant et la moitié après,
et ainsi pratiquement rectiligne, pour que le contact,
par l’intermédiaire duquel les forces très élevées
sont transmises, reste sensiblement sur un même
plan (a) parallèle à la direction de coulissement du-
rant le mouvement entier (A).

2. Étau selon la revendication 1, caractérisé par le fait
que lesdits vérins comprennent des pistons à simple
effet et qu’un seul trou au centre de la base (1), or-
thogonal à l’axe des pistons et traversant toutes les
chambres (2) des divers vérins, atteint toutes les
chambres de poussée, permettant de mettre sous
pression ou de décharger tous les vérins simultané-
ment.

3. Étau selon les revendications précédentes, carac-
térisé par le fait que l’épaulement mobile (7), guidé
et coulissant dans deux rainures dans le coulisseau
(3), supporte dans celui-ci une cale conique (31),
avec la partie la plus étroite tournée vers la partie
destinée à être serrée et avec la face inférieure cou-
lissant contre une surface lisse et plate (40) du cou-
lisseau (3), ladite surface inférieure de la cale (31)
possédant deux séries latérales de dentelures trans-
versales (32) à bords tranchants, la face supérieure
inclinée de ladite cale (31) coopérant avec une sur-
face parallèle de l’épaulement mobile avec l’interpo-
sition de deux rangées de rouleaux (30), des ressorts
latéraux poussant la cale pour rester entre l’épaule-
ment et le coulisseau lorsque l’épaulement mobile a
été mis en contact avec la pièce, déclenchant un
verrouillage immédiat, les ressorts durant le mouve-
ment des épaulements étant rendus ineffectifs par
une vis centrale qui agit entre l’épaulement et la cale
et permet le déverrouillage aisé à la fin de chaque

cycle de travail.

4. Étau selon les revendications 1, 2 ou 3, caractérisé
par le fait que le coulisseau supporte deux pistes
micro-dentées (46) se trouvant à côté d’un profilé
central en forme de T à l’envers (45) dans lequel
coulisse un appendice curseur (20) de l’épaulement
mobile (7) qui présente au centre un trou fileté de
taille importante, l’épaulement possédant deux zo-
nes micro-dentées (22) correspondant aux pistes
micro-dentées (46) et un boulon d’ancrage central
(21) qui se visse dans le curseur (20) coulissant à
travers le profilé dans le coulisseau, en serrant le
boulon d’ancrage lorsque l’épaulement a été mis
près de la partie destinée à être serrée, l’épaulement
est verrouillé sur le coulisseau ; et par le fait que
l’axe de l’écrou d’ancrage est déplacé d’une moitié
d’un pas de la micro-dentelure dans la direction de
serrage et l’épaulement (7) est équipé d’organes de
serrage (9) sur les deux faces pour qu’il puisse tour-
ner de 180° lorsque, quand l’épaulement mobile est
approché de la partie destinée à être serrée, il y a
un jeu excessif dû au pas de la micro-dentelure.

5. Étau pneumatique selon la revendication 1 et les re-
vendications suivantes, caractérisé par le fait qu’il
comprend un dispositif de commande et de sécurité
(4) positionné à une extrémité de l’étau et compre-
nant deux micro-clapets opposés de réduction de
pressions (14) et (15) pour le réglage continu de la
charge de pré-serrage et de serrage, un clapet de
non-retour guidé axialement (26) positionné à et di-
rectement raccordé avec un trou d’évacuation d’air
(47) des vérins (2), un micro piston (27) étant placé
sur le même axe du clapet (26) pour le maintenir
ouvert de force lorsque ledit micro-piston reçoit la
pression d’air d’installation durant le stade de dé-
charge des vérins ; un distributeur (28) possédant
trois positions correspondant à la décharge, au pré-
serrage et au serrage final des vérins (2),
respectivement ; et un levier de sécurité (42) qui ver-
rouille le distributeur dans les deux positions extrê-
mes en tant que protection contre un actionnement
accidentel.

6. Étau pneumatique selon les revendications précé-
dentes caractérisé par le fait que, à l’extrémité du
coulisseau (3), est fixé un appendice, de préférence
cylindrique (19), tourné vers la base, qui peut être
poussé pour un déplacement (A) au moyen d’une
vis (18) positionnée dans la base sans créer de di-
mensions longitudinales supplémentaires.

7. Étau selon les revendications précédentes caracté-
risé par le fait que, pour remettre le coulisseau (3)
dans sa position d’origine après chaque procédure
de serrage, deux ressorts de diamètre limité mais
de longueur notable (10) sont utilisés, logés dans
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deux trous percés dans les deux bords extérieurs du
coulisseau, ces trous se terminant en deux fentes
(12) usinées dans la face du coulisseau tournée vers
le bas, deux tiges (11) étant fixées dans la base et
s’étendant dans les deux fentes pour réaliser les
points où les forces des deux ressorts se libèrent.

8. Étau selon les revendications précédentes, carac-
térisé par le fait que l’épaulement fixe (3) est serré
contre la base au moyen de six vis avec leurs extré-
mités dans la base et deux vis tournées vers l’épau-
lement mobile positionnées au bord extrême de
l’épaulement fixe sous l’organe de serrage (9) sur
l’épaulement fixe (8).

9. Étau selon les revendications précédentes, carac-
térisé par le fait que les organes de serrage (9) sont
de simples parallélépipèdes qui reposent sur des
dents usinées sur les épaulements et qui présentent,
sur la face qui est serrée contre l’épaulement, une
face centrale aussi longue que l’organe de serrage,
de faible profondeur et possédant des bords pointus.

10. Étau selon les revendications précédentes caracté-
risé par le fait que, à l’extrémité opposée à celle
dans laquelle l’unité de commande est positionnée,
il y a un évidement avec deux trous, qui permet la
jonction de deux étaux avec deux boulons joints bout
à bout (24).

11. Étau selon les revendications précédentes, carac-
térisé par le fait que les tiges (6) qui assurent la
rotation des leviers multiplicateurs sont maintenues
en position sur la base par deux bandes d’acier
inoxydable écroui, logées dans deux rainures de la
même longueur que les bases de l’étau, position-
nées de façon à correspondre aux trous pour les
tiges.
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