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To all whom zt MAY CONCErnN :

-Be it known that I, JAMES M. CONNER, of
Greenville, Hudson countv New Jersey, have
1iivented, made, and applied to use Improv
mentsin Maclmres for Casting Printing-Types;
and that the following is a full, clear, and cor-
‘rect description of my mventlon reference be-
ing had to theaccompanying-dr aW1ng, making
part of this specification, and to the letters of
‘reference marked thereon, in which—

Kigure 1 is a sectloml view of the upper
portion of a type-casting machine used by me
in carrying out my process.
view of the same. Fig. 3is a top view of the
same. Fig. 4 is a section through the line »
x, Fig. 1. ' |

In the drawing like parts of the invention
are designated by the sameletters of reference.

The nature of the present invention con-
s18ts in improvements, as more fully herein-
after set forth, in type-casting, and in the cou-
struction of mechamsm for carrying out the
same. The object of the invention is the pro-

duction of a superior article ot type, resulting.

from the fact that in type cast in accordance
with my process the metal of which the type
is composed is compressed to a greater exteat
than heretofore, and thus the partlcles of the
metal are'more {.aloselw;:r united, thus rendering
the type stronger and more durable.

T'o enable those skilled .in the arts to make.

and use my invention, I will describe the con-
struction and operation of the machine by
which I propose to carry out the same, and

- will refer to the advantages resulting from

casting type in accordance with my process.
A shows the well or chamber of a type-cast-
ing machine, in which is received the molten
metal to be supphed to the mold for the for-
mation of the type. Within an opening in
or near the center of the front plate of the
well A is secured the nipple a, through which
the molten metal is forced into the mold from
the well.

as 1t were, a continuaftion ot the same, 1s the
grooved plate b, supporting the combmcd
valve and StOpper B. This valveand stopper
B is constructed in aceordance with the valve
and stopper patented to John J. Sturgis, Sep-

Fig, 2 1s a side ¢

Inserted in this opening in the front |

plate of the well A at its rear, and forming, | to and into the nipple .

' ters Patent of that date for a description of |

1t. It consists of a flat piece or strip of metal,
pointed at its forward end, and having p&ssed
over it about centrally a SphE‘.I‘lLd:l body,
Whleh, when the valve is thrown baeck, is re-
celved within the half-round face of the plate
b, and cuts off the flow of metal either back-
ward or forward. The pointed forward end
enters the opening 1n the nipple a and closes
thesame. A reciprocating motion isimparted -
to this valve B by connecting its rear end to
a lever attached to a standard or forked lever,
which may be operated by a cam. Dlrectly
above this grooved plate b 1s located the chiam-
ber C of the pump, in which the plunger D
works up and down Standards E rise from
the forward sides of the well A, and support
a cross-piece, (3, provided with a central open-
ing, through which the plunger D is inserted
above the valve B. The plunger is shouldered,
as at d, upon whieh rests the elongated por-
tion of an annular disk, e, between which and
the screw-top of the plunger, and over the

same, is passed a spiral spring, f. Theshoul-
dered portion of the plunger is slotted, and
within it'is received the forward end of a le-
ver, H, pinned about centrally in the slotted
support I, the rear end of the lever H being
couttected with a suitable mechanical device

i to operate it, and, by depressing its forward

end, giveadownward movement tothe plunger
D, by which movement the spring f upon the
plunger 1s compressed, and by the expansion
of which spring the return movement of the

plunger is facilitated.

Such being the construction of the mechan-
Ism by which I propose to carry out my pro-
cess of type-casting, the opemtwn of 1t may
be thus set forth: The well A 1s supplied with
metal to be melted, and kept in a molten state,
or of the proper consist*eney for casting, in the
usual way, by a fire-box properly charged with
combustible material placed beneath it. The
molten metal flows -directly from the well A
The valve B is first
withdrawn from its position within the nipple
o by means of the mechanical devices operat-
ing it, and the metal is thus free to pass

through the nipple into the mold. The plun-

ger D of the pump is then depressed, and the

tember 9, 1851, and reference is made to Let- | mold to receive the molten metal hamng been




~ described, is wpea;ted

e '_ R - 175,910

brought ap to, and wwh tha Openmg in the_'

same in line with, the. opening in the nipple |
@, the plun ger D of the pump forces this metal

directly into the mold in which the type is
- formed. As soon as this is effected the hori-

zontal valve is thrown forward, its pointed end
enters the nipple @, by which any * back flow” |
of the molten metal is prevented, and the
~ plunger of the pump being thrown up, as de-

- ser 1bed and the horizontal valve being again
thrown back, the operation of the machine, as
Thus 1t will be seen
- that the metal passes in a direct line from

- the well to the nipple, and that the pressure

- availed. of to expel it from the nlpple lnto the
mold is a direct pressure.

~ Intype- castmgmachmes 28 NOW Con structed |
~ the molten metal is forced by the pump from

the bottom of the well or chamber up and

“through an inclined channel to and tbrough

~ thenipple. In my machine, the metalpassing,
as it does, in a direct line to the nipple, and

through 1t into the mold, I am enabled to avail |
myselt of the ¢ head of met&l 7 the metal cast |
- from being on a line with or above the nipple. |

-The result of tlns dlrect pressure is ta more
closely unite the particles of metal used in
the formation of type, and Ly more closely =
uniting these particles to produce a stronger
and more durable type than. heretafora pro- |

duced. -

Hawng now set forth my mventmn what I N o
claim as new, and demre to secure by Letters |

Pa’reut 1§ .

1. The wwhm.descubed process for castmg] :
metal types, in which the metal is forced di-.
rectly, or in a direct line, from the well, and o

through the nipple into the mold, suhsta.ntlal

ly as and for the purpose set, forth
2. The well and chamber A, formed froma_
one an:l the same metal, the chamber forming
the bottom of the well, in combination with
the pump C G, nipple q, grooved plate b, and

horizontal v*ﬂve B, the same being construct-
ed and operating 3ubs’rantmlly as. descmbed
a,nd for the purpose set forth.
.TAMES M. GONNER
Witnesses: -
- W C. (;DNNER, J r,
JAS. H. DOUGLAS.
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