In response to a request for plans as well as a forthcoming need of my own - plus I can't find anything "off the shelf" that I like - I designed and built a wire / tube - bending / forming fixture.

 

Here are some sample parts bent on the fixture.
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You can use the centre pins as a pair to hold the rod whilst bending with the outer pin as a one size fits all general purpose approach - like this it can bend wire up to 5mm diameter.

You can also perform double parallel bending which is handy for manufacturing offsets.

 

By slipping rollers over the pins and adding the guide unit you can form the wire around your inner form roller to generate specific bend radii.
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Set up like this to do one bend at a time it will bend up to 1/4" mild steel rod (I have bent 7mm diameter).

 

By adding the stop you can set for a "production run" to get a whole bunch of identically bent parts.

 

By making forming rollers to slip over the pins you can bend tubing with minimal flattening or kinking.

 

Whilst I haven't tried it I would guess you could also perform some limited bending of flat or profiled stock.

 

The main pins are made from 6mm diameter silver steel (unhardened) and the rollers and for bending and forming are also machined from silver steel and hardened.

 

For radii smaller than 3mm you would have to make a stepped pin.

 

Sure over time you will have to make a bunch of rollers & pins as required but they should last forever and you will ultimately accumulate a useful set.

 

Other than for forming tube the inner and outer roller do not need to "nest" exactly with the wire being bent.

 

I did not trust myself to accurately hand grind a 1/16" radius form tool and had zero faith in my mini-lathe's ability to plunge form turn it in any case so I milled the rads on the RT (relying on the cutter diameter to give an exact radius).
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Here the forming rollers being used to form 1/8" x 3/32 steel tube (for NOS injection lines) as well as 1/8" x 3/32" brass tube etc.
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Here are the various parts that make up the fixture - which is intended to be mounted in a vice.
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Note the smaller knock out holes drilled right through in case of a pin getting stuck.

 

You can obviously play with it to your heart's content and adjust to imperial dimensions where better suited to your purpose.

 

Since making it I have added a few more holes to the torque ring to give more opportunity to use existing rollers on other sizes and I have increaced the length of the split clamp which holds the stop to make it more user friendly (it fouled the guide arm in some locations).

 

If anyone has any better ideas or improvements - lets have them.

 

Ken

The drawings follow below as *.jpgs

[image: image6.jpg]BENDING A ¢2 WIRE 90° OVER ¢8 ROLLER

GENERAL PURPOSE BENDING

SINGLE 0OR DOUBLE PARALELL BENDS SURRORT

SPECIFIC RADIUS BENDING
@ = CHANGEPART FORMING PIN / ROLLER
STOPS ARE FOR “PRODUCTION” RUNS





[image: image7.jpg]|

&L

)
q
D)

SIOOND a_ﬁ ﬁT_Em

-

\m\\

IO

\ /

~

/73

48

r________________“_____

c8

N ———————— ]

e

|
|
|
|
|
|
|
|
|
|
|
|
|
|
|
L
|
"
|
|
|
|

13

L | PROJECTION

1 3rd ANGLE

STEE]

o
\%

16.0
|

v

=T
£

€/,

AREBIR
Ma
1





[image: image8.jpg]I P—A— O3k A
STHUOP PLATE CLAMP
Mot/ li— MI| STEE
1 Off,
1 i





[image: image9.jpg])

e

[

T

S

L AM

3rd ANGLE
PROJECTION

>

SAW SPLIT

_________ Y §
:;:::::_::I________:_ D
™ ? o™
l (IS QU]
I S y
[ )
9
: 1N
. N _ . o))
| < [P
ip]
e —
:::::::_::I____ ______ V

®»30.0

?12.0





[image: image10.jpg]3rd ANGLE
PROJECTION

DKQ N ssiniisin
SIS T ——
N0 O
ip -
o e R o UN I S—
WY |
SRIRK s
R P B S
Il Il
o,
|
13





[image: image11.jpg]] 3rd ANGLE

D)

— | PROJECTION

>

|

¥o2 Ref.





[image: image12.jpg]E 6 Ot For0 e
FVER
MatT'li— EN&8 (HIGH TENSILE
ff
% 330
15 176 _

ANY SUITABLE MACHINE KNOB, LENGTH IS REFERENCE.





[image: image13.jpg]DET -8- Ftaftan  DET —9-727- F-Pra.ccTion DET -7-"7- @’SESJEE%
N

BASIC FORM PIN SMALL FORMING PIN TUBE FORMING ROLLS
Mat/li- 6.0 SILVER STEEL Mat/li- SILVER STEEL H&T Mat/li- SILVER STEEL H&T
4A0FF, H&T 1 Off, PER SIZE REQUIRED 1 Off. PER SIZE REQUIRED
L Ix10° . L 1x10 RLS e
L) i M B\ of [ 4 2N
g? | f gl} k'_/ g ; o \\‘-I/
N S LS 0 5 g
25 L3 20 s e
g £
INNER ROLLER DIAMETER = INSIDE BEND RADxZ2 RS _\ é&
DET -5- --ERmAns DET "~ 10-17- FH%}»SPEN%;iEE?%N =@
ANGLE STOP FORMING ROLLER Sk—g
Mat’li— TOOL STEEL Mat’li= SILVER STEEL H&T
1 OfFF, .= 1 Off, PER SIZE REQUIRED
— 0
&&g&
. © ¢
W T o] = (%)
u B <5 v N
| — = Q

OUTER ROLLER DIAMETER = @34 or @38 MINUS
THE INNER ROLLER @ AND TWICE THE WIRE DIAMETER




Notes:

Where tool steel is specified any high tensile grade will do – mild steel will work but not as durable.

Dimensions are untolleranced – make allowance for limits & fits.

