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- terra-cofta; and thesaid invention consists in
the improved method, hereinafter described,
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To all whom it may concern:

- Be it known that I, JorN FrRANCY, a citizen

- of T'oronto, residing at Tor onto, in the county

of Jefferson and State of Ohio, have invented
cerfaln new and useful Impmvements in the

- Manufacture of Wall-Coping; and I do hereby

declare the following to be a full, clear, and

exact description of the invention, Sl'lCh as will
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enable othersskilled in the art to which it ap-

pertains to make and use the same, reference
being had to the accompanying drawings,and

- to lettels orfigures of 1efelence marked there-
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50 core B 1s provided centmlly near eaeh end !

on, which form a part of this specification.
My invention has reference to the manufac-
ture of wall-coping and similar articles of

of molding said comnb, and in the 1mproved
molding devwe hereinafter fully explained.
In the accompanying drawings, forming a
part of this specification, ]:Iwme 1 is a pla,n
view of the improved moldinn apparatus em-
ployed by me in carrying out my invention,
the former being removed; Fig. 2, alike view
1llustrating the improved moldm apparatus

opened for the removal of the COpin g after it

has been formed. Fig. 3 is a section on the
dotted line x z, Fig. 1 : Kig. 4, an inverted
plan of the formel -
Heretofore in the manufacture of coping it
has been common to mold the same in indi-
vidual sections, which,whenarranged for bak-
Ing and drying,would readily warp under the
action of the heat. By my improvement I
overcome these defects and objections by pro-
ducing at a single molding operation two cop-
lnﬂ‘*SB(‘tIOHS Jomed towether to present an oc-
taoonal shaped article which can be baked :
and dried without dan, ger of warping,and ean,
after such baking and drymw action, be readily
severed to pxesent two coping- sectzons |
The mold employed consists, essentially, of |

a base section, A, having a central vertical
core, B, the outer sides of which approximate

the shape of the article to besmolded, andare
prwided at each end portion with a vertical

..... A vertical recess, b, is formed
in the core B about midway of each side, as
illustrated most clearly in Figs. 1 and 2. The

| with vertical pel forations c.
are hinged together on the base-plate A, oppo-

the base-plate.

1 relative tosaid core.

Two jaws, C D,

site one end of the core B, and the said jaws

are of such shape and configuration as to con-

jointly form on their inner faces the onter mold-

surface for the double coping to be formed.
As seen in Fig. 1, the said sections C D, when
folded tog ethel
'themselv’es and the central core, B.
ward portion of each section C D is provided

leave a space, I, between
The for-

with a tongue, d,which, when the said sections
are In the position illustrated in Fig. 1, lie
parallel beneath a loop device, e, fmmed on

when the two tongues are adjacent, as before
referred to, is .;Ldfl,pted to take over thetonwue
of the sectlon D and lock the two Sectwns

‘rigidly together.

G refers to the former or hemd of the mold,
which 18 provided on its under side with a
graduated series of shoulders and a bottom
portion, g, which coincides in shape with the
face of the core B, and is provided at either
side of the center with Iugs 4, which are adapb-
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The tongue d of the section C
‘has pivoted thereto a lwel I, having at its
front pivoted portion a squme 100p f, which,
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ed to enter the vertical perforations ¢ of the

core and prevent any movement of said head

end portion thereof, and are designed to en-

Lags ¢ project laterally
{rom the sides of thesaid former (&, near each
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gage ears j on the sections C D, to hold said

head in position when the sections € D are
locked, and prevent the said head from drop-
ping out when the mold is inserted.

In forming the improved coping the elay is

first w 011{ed roughly intothe pattern indicated
by k in Fig. 2, which 18 placed over the core, -

50 as to rest upon and be supported by the

base A of the mold, after which the jaws C D

or formel G between them:
The closing and locking of the jaws resulb

in.compressing and forcuw the clay pattern
‘against the core B, causing a portion of the

pattern to enter t_he recesses b in each side of
said core,to form the coping-rib, and addition-

90

| are brought together and locked Wlth thehead
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ally resulting 1n the angularribseateachend

of the core penetrating the pattern sufficient
to render the finished article frail and easily

100"
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- 1t to sever at its ends
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- severed at said points. It will, however, be |
- understood that the finished article is suffi-
- clently strong af said end portions to' permit

1t to be passed throungh the various drying

‘and baking operations withont liability of
breakage, and further, to resist any tendency
of becoming warped by the heat in the latter

‘operations. S

- After the article hasbeen formed, dried, and

baked, a blow or shock will suffice to cause
1nto two complete cop-

1ng-sections. L .

. Yrom the foregoing it will be apparent that

. bytheherein-described improvements two sec-

15 tions of coping or like articles of terra-cotta

- manufacture are readily molded together in |
one operation, and so formed as to permit of

‘their drying and baking without warping, and

- finally capable of being readlly severed into

two complete’ and finished sections. .

- .lam aware that previous to my invention
1t has been proposed to mold aclay pipe or eyl-

- inderand form longitudinal grooves or chan--

~_ nels In said pipes previous to burning the ar-
25 ticle, so that after such burning operation the

- pipeor cylinder could be severed, so that ac- |
- cess could be more readily had to the interior
of said pipe. | -. '.

~ My invention will be readily distinguished

from the above, in that I mold a single article
composed of two complete coping - sections

- capable of being burned conjointly, and after-

~ward separated, to enable each part to pre-

- sent a complete coping-section..

“35 I claim— ‘ |

1. The improved method herein deseribed
~of manufacturing coping, the same consisting
~of molding two complete coping-sections to-

gether in a single article, drying and baking
said article, and finally severing into two com-
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~ plete coping-sections, sustantially as set forth. |
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2. The improved method herein deseribed

of manufacturing coping, the same consisting
of molding two complete coping-sections to-,
gether in a single article, baving reduced end
portions for the purpose specified, drying and
baking said articles, and finally severing at
sald reduced end portions into two complete
coping-sections, substantially as set forth.
- 8. The combination, in a mold for the man- =o
ufacture of coping, of a central core of a
shape adapted at each side to form the inner
portion of a coping-section and outer clamp-
sections interiorly shaped each to form the
outer portion of a coping-section, substantially
as set forth. - S S

4. The combination, in a mold for the man- .
ufacture of coping, of acoreof ashapeadapted
at each side to form the inner portion of a cop-
ing - section, outer clamp-sections interiorly
shaped, each to form the outer portion of a
coping-section and a head or former, substan-
tially as and for the purpose set forth.-

5. The combination, in a mold for the man-
ufacture of coping, of a core shaped toform at
each.side the inner portion of a coping-sec-
tion, and having angular ribs a at each end,
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and outer clamp - sections interiorly shaped

each to form the outer portion of a coping-sec-
tion, substantially as set forth.

6. The combination, in 4 mold for the man-
ufacture of coping, of core B, sections C D,
hinged together at one end, shaped as de-
scribed, and devices for locking the free ends
of sald sections, in the manner and for the
purpose specified., . .

In testimony whereof I affix my signature in
preseunce of two witnesses. .
| JOHN FRANCY.
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Witnesses:
- ALEX. THOMAS,
J. B. RonB.
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