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To all whom tt may COnCerm:

Beit known thatl, WALTER SCcOTT, of Plain-
field,in the county of Union and State of New
Jersey, have invented an Improvement in
Molds for Backing Electrotype and Casting
Stereotype Plates, of which the following 1S a
specification.

The object of this invention is to facilitate
the placing and holding of the paper matrix
made use of in casting curved stereotype-
plates or the electrotype while casting into
the same the backing or support to the thin
layer of copper. I employ a stationary con-
cave box, heated by steam, so as to warm up
and completely dry the paper matrix, or to
warm up the copper electrotype, so that the
type-metal will more completely fill theinter-
stices and adhere thereto. The convex side of
the mold is hinged, and there is a hinged gate
forming part of the upward extension of the
mold, so as to obtain the necessary height of
column for the melted metal to exert the
proper pressure in filling out the matrix.

In the drawings, Figure 1 isa side elevation
of the apparatus. Fig. 2isan end elevation.
['ig. 3 is a vertical section,and I'ig. 4 1s an ele-
vation, of one of the edge bars and arc bars.

The side frames A are connected by the
bolts and columns A’ and G, and they receive
hetween them the stationary hollow concave
3, which is made a3 a cast-box, sufficiently
strong and heavy to withstand the pressure of
live orsuperheated steam introduced into the
same by a pipe 2, and 3 is a pipe for the dis-
charge of water of condensation, or through
which the steam circulates.

Above the concave B is the hinged gate C,
that is connected to such concave by the
hinges 4, and whenin the position of use such
gate rises vertically above the top edge of the
concave B, and the top edge of this gate 1s at
an outward inclination.

The convex side I of the mold is hinged at
5to the lower part of the concave I3, and 1t 1s
construeted so that the surface thereof is par-
allel to the surface of the concave b and
hinged gate C, the distance beiween the two
surfaces corresponding tothe thickness of the
printing-plate that is to be cast within the
mold, and there are hooks X and ¥, pivoted at
7 and 8 upon the concave B and gate C, re-

spectively,and pins 9 and 10 upon the convex
mold D, so0 as to connect the parts of the mold
firmly while the casting is being performed.

When the mold isopened, the convex side D
is swung over until its back rests upon the
cross-bar G, and the gate Cisswung back upon
its hinges sufficiently to allow the edge of the
metal or paper shell designed to form the elec-
trotype or stereotype to be entered between
the top edge of the concave and the bottom
edge of the gate and firmly held by swinging
the gate down to place.

Are bars 11, corresponding in thickness to
the casting and in curvature to the parallel
mold-faces, are now laid so as to lap slightly
upon the edges of the paper matrix orthe elec-
trotype, and these arc bars have handles 12
extending out horizontally at the ends of the

mold, sothat the arc bars can be easily placed

n position. This, however, is to be done after
the cross-bar I has been laid in place upon
the bottom edge of the matrix, and I remark
that the top edge of the cross-barl and the in-
ner edges of the arc bars lI are usually bev-
eled, so that the casting is made with the
proper beveled or dovetailed edges, so as to
be held upon the printing-cylinder by the
¢lips ordinarily employed. The hooks K or
any suitable clamps serve to hold the parts
of the mold firmly together; but before clos-
ing the hooks or clamps I the edge bars IX
are to be inserted between the hinged gate C
and the upper part of the convex mold D.
These edge bars I have handles 15 at their
upper ends and triangular plates 10, that fill
in at the sides of the beveled space or mouth
that receives the melted metal in casting the
plate, the top end of the gate C being made at

i an inclination,as shown. The arc bars I and

the edge bars K may bein onepiece,if desired.

It will be now understood that the vertical
portion of the convex side of the mold and
the swinging gate are to be of any desired
height, in order that the column of melted
metal within the mold and between these
parts may exert the proper pressure to cause
a perfect stereotype or electrotype. lIn both
instances the pressure of the melted metal
causes the matrix to set closely against the
surface of the concave, and thereby assume

i the proper segmental form for the printing-
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cylinder of the press, and the matrix being
held at the edges the melted metal cannof
pass in between the matrix and the concave.

The portion of the casting above the matrix
1sto be sawed or cut off by any suitable means
after the removal from the mold or while in
the mold.

Hot water or hot air may be made to circu-
late through the hollow mold to heat the same,
if desired, in place of steam, or gas may burn
within or against the concave D for heating
the same. In all instances the heat causes
the electrotype-shell to expand and assume
1ts proper position before the melted metal is
poured in, and the metal remains in a fluid
condition sufficiently long for the copper ma-
trix to fully expand and be pressed against

‘the conecave.

The are bars and eross-bar, although lap-

ping on the edges of the matrix, do not con-

fine it, but allow it to expand, and I remark
that, instead of nipping the edge of the matrix

between the top of the concave and the bot- |
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| tom of the gate, a bent strip of thin sheet

metal may be inserted at that point and the
edge of the matrixinserted beneath the same,

S0 that the melted metal cannot get in behind

the matrix. | |

I claim as my invention—

The combination, with.the stationary con-
cave B, of a vertical gate C above such con-
cave, and hinges 4, upon which the gate can
be swung in clamping the edge of the electro-
type, the convex portion D of the mold hav-
ing a vertical extension parallel to the gate C,
and the hinges for uniting the lower ends of
the convex and concave portions of the mold,
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and clamps and a supporting-frame, substan-

tially as specified. |
Signed by me this 5th day of July, A. D.
1887,

WALTER SCOTT.
Witnesses: |

GEO. T. PINCKNEY,
‘V- IJ.- SERRELLn
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