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To all whom it ma J CONCErN

Be 1t known that I, Caarues Hosss, of
the city and county of New York, have n-
vented a new and Improved ] Method of
Molding and Casting Stereotype-Plates from
Type, Woodcufs Mechls &c., and I do here-

' by declare that the followmt‘f 15 a full and
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exact description.

The nature of my lllVeIltIOI'l consists in

molding and casting any given number of
stereotype plates at_one opemtlon besides
maliing them more rapidly than can be made
by any 7 other known method, it makes them
more perfect.

I will state some of the advantages it pos-
sesses over the usual method of molding
and casting. TFirst, I exhaust the air from
the plaster and from the type before 1 ap-
ply the plaster to the type, when making
molds. The usual way 1s to roll the air

- from the plaster and face of the type by
hand, after the plaster has been applied to

the type. This can not be done without fore-

o ing the plaster into some parts harder than

in others, which will cause the plaster to
adhere to the face of the type, and por-
tions of 1t break off when the mold i1s drawn.

- Second, I mold a much larger number in
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the same time than can be made by any other
known method.

ing one mold do instead of two. Third, in
casting the molds I stand them on edge with
3] body ot stereotype metal above them thus

having the largest body of metal ‘mee the

molds. The usual method of casting 1s,

to leave the edges and the corners oi the

casting pan open for the metal to run in
and lay the mold down on a piece of flat

iron which fits the bottom of the casting
pan, thus when the metal runs into the

corners the piece of iron floats and brings
the mold directly in contact with the cover

* of the pan, thus leaving the largest body of
" metal below the molds, this leaves them
liable to hollows in the face, called shrink-
ages, and also to places where the air and
steam has lodged called blows.

This 1s pre-

vented in my method, by the largest body of
metal being above the molds the shr inking
always takmcr place where the largest body
1s, and the molds being placed on edﬂ'e leaves
little or no opportunity for the air or steam
to lodge near them. IFourth, when I put

my pan in the pot of fluid metal T do mnot

I also save material by
making the molds with two faces thus mak-

———————

open the valve to let the metal into the

molds until I have sunk it some distance be-
low the surface thus preventing the liability
of dross or dirt flowing into the face of
the molds.

to hy the molds down on its face thus leav-
ing it liable to retain any light substance
that may tloat underneath it and destroy
the face Fifth, in my apparatus it re-
quires very little labor in order to release
the plates from their places in the casting

The usual 11’1ethod of casting 1s
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box, but in the usual method it requires con-

siderable. In my apparatus I can cast ten
or even twenty times as many as can be cast
1in the usual way and T have only to take
off the top wedge and two side wedges in
orcder to release the whole of them, whereas
In the usual way they have to knock off all
the metal around the edge of each cast
(which only centains one 1‘1}761 where mine
contains ten) before they can get at the
plates. Sixth, 1n my apparatus “the molds
are stood. on edﬂe and having two faces
tlie metal flows ‘lllke on both sides thus the
pressure of metal 1s equal on both sides of
the molds this prevents the molds from
breaking while they are being cast. In the
method now used the pressure comes on but
one side of the mold and anything lodging
on the back part of the mold suffi cient to

cause unevenness, will cause the mold to

break thus spoiling the plate, this is quite
a discount on the present mode of casting.
Seventh, I can cast with the metal at a much

lower he*’tt than can be done by the present

method. In the present method they bring

70

79

80

85

90

the face perfect by heat and they very often

over heat the metal causing a bad face to

the plate, and oxidizing the metal. I pre-
vent this by not requiring so miich heat
but bringinge the face per fect by the wewht
of metal confined over the molds.

To enable others skilled in the art to make
an’d use my apparatus or invention I will
proceed to describe its construction and
operation.

Figure 1 1n the annexed drawings is the

moldmcr apparatus; Flb 2, the castmg ap-
pamtus

Letter A the air tight molding box; B,
an air tight cylinder for t\hqustmﬂ' the air
from the plaster; C, a funnel to admit the
plaster mto the cylinder’; D, D, the flasks
(open and closed) that contain the molds;

K, the casting box; F, a rack to put over 1
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the molds when in the casting box, to pre-
vent them from floating aoamst the cover of
the box.

(r, 1s the cover of casting box.

H represents the molds when taken from
the flasks. |

Having now described the use of the main
proceed to describe its sections
and 1ts operation.
cuts, medals, &ec. having been previously
oiled and prepared to receive the plaster, 1
put them in box A with a flask between

every two forms as represented in the draw-

ing letter ¢ standing them upright with the
mouth of the flasks next to the top of the
molding box. The mouths of the flasks are
covered with india rubber on the upper side
so that when it comes in contact with the
top of the box forms a tight joint. There
are openings 1n the top of “The box to corre-
spond with the mouths of the flasks.

close the cover against the open edge of the
box 6 b which 1s also covered with india
rubber and then attach the clamp ¢ to the

projections on the side of molding box tight-

- ening the screw in the clamp agamst the
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cover, until 1t has compressed the india rub-
ber sufficient to male the joint air tight. I
now draw the rod ¢ it being attached
through a stuffing box to cut off plate e
this opens the connection between the flasks
and pipe f there being openings in the cut
off to correspond with the number of flasks
in the molding box. (Thus, 1f I had but
one flask in the box I would use the plate e
with one opening and if four flasks the plate
¢/ with four openings.)
the rod d with cut off pla,te e 1 open valve
and / then pour water into funnel C until
the whole apparatus is filled with water as
far as valve g, I then close valve ¢ and pump
the water out. This leaves a vacuum in the
whole apparatus between the pump ¢ and
valve g. 1 now tighten the screws m, m,
which have rods workmﬂ through btllfﬁll

boxes against the forms and ﬂasks 11 thef

box, this forces them closely together, they
having been left partially open in order to
let the water run from them, it’s now nec-

essary that they should be tight to keep the

plaster from running out of the flasks.

This being done I mix the plaster with
water and pour it i funnel C then shut

valve A which prevents the plaster from run-
ning out of the cylinder B. I then open valve
and the plaster then runs into the cylinder;
I shut the valve ¢ before the plaster has qmte
run from the funnel this prevents the air fol-
lowing the plaster into the cylmder 1 then
rapidly turn the crank 7 which is attached
to a propeller inside of the cylinder B, this
agitates the plaster and separates the air
from 1t. The crank 1s connected with the

propeller £ by passing through a stuffing

_ _the clamps on the side of the cylmdel
is for cleaning it out with facility in case -

The forms of type, wood

After
1 have filled the molding box with forms I

After drawing
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cover is attached. The cover at the end of
the cylinder is made to fit air tight by
means of a spherical joint and can be taken
off or put on by turning it round, there be-

ing wedge pieces on the side, which fit into
This

oi accident or “when it may require it. The
air being now taken from the plaster I open

“valve % the plaster now flows from the cyl-

box at one end of the cylinder where the -
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inder into pipe f from pipe f into the flasks -

in the molding box, which confines the plas-
ter to the face of the type, wood cuts, &ec.
The molds are now made. In order to clean
1t out before the plaster has become hard I
push 1n rod ¢ which cuts off the connection
between the molding box and the apparatus
above it. I then shut valve A and open
valve ¢ after this I pour water into funnel
C until 1t 1s filled, then wash the plaster

from the funnel and turn crank 7 a minute
or so, then loosen the screw at the end of

pipe / and take out bonnet / opening valve
fi. 1 then turn crank 7 until the water has
all run out at the end of pipe f. The appa-

ratus now being washed clean 1 take out the
cut off plate ¢ and stand it to dry. The
plate 1s taken out of the opening in pipe f.
The cut off plate and inside of pipe f should
be oiled when dry to keep them from
rust. After I have washed the apparatus I
take off clamp ¢ and let down the cover. I

‘then take out the forms in pairs with their

flasks between them lay them on a level bed
of stone then take four wedges or screws and
nsert one under each corner of the top form
and force 1t from the mold after this I in-
sert the wedges or screws under the flask,
and force it from the bottom form. I now
take out the pins in the two corners of the
flask and draw the two pieces apart (as
represented 1n the annexed drawings D, D)
this liberates the mold ready for use.
Having described the operation of mold-

| ing I will proceed to describe the casting. I

first take the molds and place them i1n an
oven to dry, I then take the casting appa-

ratus (Fig. 2) and place 1t in a pot of fluid

type metal (sufliciently large to immerse the
whole casting box as far as the column), L
let it remain there until it is heated to the
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same temperature as the type metal, I then

inspect the molds in the oven, and if dry

enough to cast I take the castmw box out of

the metal and take 1t apart. I then cleanse
each part of 1t from dirt or dross that may
hang to 1it.
on the side of the metal pot, putting in the

120

I now stand the casting box I

two wedges o at the sides of the box and 12

then the two grooved at the two ends.
grooved wedges n are made so that the par-
titions can slide in easily and yet be tight,
this necessary precaution is, that the plates
may be of an even thickness. After putting
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the partition plates into the grooved wedges |
‘then remove the box turning its contents

n n 1 take the molds out of the oven and
place them between the partition plates until
the casting box 1s filled, I then cover the top
of the molds with rack F which prevents the
molds from raising when the metal 1s ap-
plied to them. I next take some plaster of
paris and lay it around in groove p at the
top of the casting box. I then put on the
cover ( placing the bead on the under part

~ of the cover (marked ¢ ¢) directly into the
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groove p, p, (on the top of the plaster). 1
now fasten the two clamps # on the box and
tighten the two screws against the cover, this
forces the bead ¢ ¢ firmly into the plaster
in groove » p thus making a joint sufficiently
tight that the metal can not run through 1it.
I now Lift the whole apparatus into the
metal pot by means of a crane made for that
purpose. 1 then sink the casting box into
the fluid metal beyond valve s then open
valve s by means.of the lever ¢ and this
acdmits the metal to the molds, after the box
has filled as far as the column with metal,
I close valves s and fasten it by means of
ratchet % then let it remain in the metal
until the air and moisture has escaped

through the column at the top of the box.

I then fill the column with metal and let it
remain five or ten minutes; after this, I Iift
it out of the metal into a cooling trough, by
means of the crane. I let 1t remain there
until the metal has got hard, I then l1ft 1t
out of the cooling trough by means ot pul-
leys attached to the ceiling.

the clamps » and then the cover (3, atter this
I turn the box on its side and take a ham-
mer and strike the column of metal until 1

I now take off -

3

have jarred the contents of the box loose, I

out on its side then I force off the top
wedge o and afterwards the two end grooved
wedges n n. 1 now separate each layer of
plates by lifting the partition plates of 1ron
that separate them. The plates are now
ready to be cleansed from the plaster and
sent to the finishing room. In order to re-
lieve the rack F from the metal which sur-
rounds 1t I throw it into the metal pot where
1t melts off.

What I claim as my invention and desire
to secure by Letters Patent is—

-~ 1. The molding in plaster of one, or more
forms of type, wood cuts, medals, &c., at one
operation in air tight vessels by means of
exhaustion. |

2. I claim the making of the plaster molds
with two faces. | '

3. 1 also claim the casting from one or
more molds in a box sufficiently tight to hold
fluid metal and bringing the face pertect
by means of the weight of fluid metal con-
fined above them in column, or otherwise.

4. T also claim the grooved wedges for re-
taining the molds 1n their places while cast-
ing from them.

5. I also claim the non admission of fluid
metal to the molds until the orifice through
which it enters i1s sunk beneath the surface
of the fluid metal thus preventing the dirt
and dross from entering with it.

CHARLES HOBBS.

Witnesses:
JOHN (GILBERT,

Lyyman D. C. WiLey.
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