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To all whom 1T moay CONCEFTL: -
Be it known that I, FRANK HINMAN PIER-

PONT, a citizen of the United States, residing

at Horley, in the county of Surrey, England,

5 have invented certain new and useful Im-
provements in Type-Molds; and I hereby de-

clare the following to be a full, clear, and ex-
act deseription of the same, reference being

had to the acecompanying drawings, forming

ro a part of this specification, and to the figures

of reference marked thereon.
This invention relates to type-molds, more
especially the classillustrated in Patent No.

625,998, wherein a movable mold-blade isin-

15 terposed between two fixed walls or blocks
forming the sides of the mold-cavity and co-
operates with an abutment or cross-block to
vary the dimensions of the mold-cavity in
one direction, and thereby determine the
thickness of the type setwise. The dimen-
sions of the type in the transverse direction
are determined by and conform to the thick-
ness of the mold-blade. Hence variations
in this direction are produced by the substi-
tution of mold-blades of different widths. To
produce the nick in the side of the type, one
of the side blocks is furnished with a rib
parallel with the direction of motion of the
mold-blade, which latter is grooved to receive
said rib. - |

Ag is well known, an extreme degree of ac-
curacy is required in the formation and fit-
ting of the parts which go to make up the
mold in order to produce commercial type of
standard form and dimensions and as free
from fins as is possible, and in practice one
of the most difficult and expensive elements
of the mold is the nick-pin and its support.
The two methods commonly practiced are,
first, to form the nick-rib integral with the
side block, and, second, to form itseparately
and insert it in a way or . groove formed 1in
the face of the side block. Of these the first
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is by far the more expensive, as the presence .
of the rib and the necessity for forming a
trne and smooth surface thereon, as well as
upon the face of the block next the mold-
blade, renders the operations of orinding,
lapping, &e., difficult, tedious, and uncer-
go tain. Hence in practice the second method

45

devices in said side bloek.

| is preferred as being the more economicalin

that the nick-pin and side block can be sep-

arately treated, the latter presenting a plain
| surface for grinding, lapping, dc.; but even
| so the cost of manufacture of the nick-pin 55

side block is relatively high as compared
with the opposite smooth - face side block,
owing to the necessity of forming and prop-
erly locating the nick-pin recess and holding |
The usual prac- 6o
tice is to first form the block with an en-
largement or rib on one side, then drill a
hole longitudinally of the block on a center
slightly to one side of the plane of the sur-
£ace of the block when dressed to dimeunsion. 635
A second hole parallel to the first is also
drilled and tapped in the end of the block for

the reception of the holding-screw. After
hardening the block the rib is ground off or
otherwise removed and the face of the side 7o
block dressed down and lapped to dimen-
sion, said face intersecting the nick-pin drill-
hole slightly to one side of its center t0 pro-

duce a segmental retaining-groove for the

reception of the nick-pin. This nick -pin 75
oroove, together with the hole for the retain-
ing-screw, being formed in the body of the

| block near the casting-surface thereof pre-

vents locating the water-circulation channel
close to the casting-surface, and in this way So
interferes with the proper cooling of the
mold. It isobviousthat to change the form,
location, or number of nicks in the type not
only must & different mold-blade be substi-
tuted, but also a new side block, the former 85
because of its nick-pin groove and the latter

| because the nick-pin is speecially fitted and
| its location fixed and unchangeable.

Now the object of the present invention is

| to retain the advantages of the separate nick- go

pin construction, especially sueh as pertain
to the dressing and finishing of the castiug-
surface of the side block next the movable

| mold-blade, and at the same time provide a

nick-pin attachment which will be not only 95
cheaper in construction and fitting, but more

| flexible as to form, number, and position and
will not interfere with the proper loecating of

the water - circulation channels in the side.
block, to which end the invention consistsin 100
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the employment, in connection with a flat-
faced side block provided with a transverse
oroove located to one side or in rear of the

easl}mﬂ face, of a nick-pin formed with a flat

camface to contact and form a tight joint with

the face of the side block and plOVlded with
an offset or head at or near one end engag-
ing the groove in the side block, said head
and groove serving to prevent longitudinal
displacement of the nick-pin, while the lon-

gitudinal groove in the mold-blade fitted to

the outer surface of the nick-pin prevents
lateral displacement and at the same time
determines the location of the nick-pin, all
as hereinafter more fully described.
In the accompanying drawings, Figure 1 is
a sectional view of a mold with the improve-
ment shown applied thereto. Fig. 21san ele-
vation of the side block with nick-pin in po-
sition. Fig. 3 is the improved nick - pin
shown in perspective.
and end views, respectively, of the side-block
blank; and Figs. 6 and 7 are similar views of
the completed side block as heretofore made.
Similar numerals in the several figures in-
dicate the same parts.
For purposes of illustration the present in-
vention is shown as applied to the type-mold
of Patent No. 625,998, whose principal parts
are the two side blocks 1 and 2, between
whose parallel sides or faces isfitted the mov-
able mold-blade 3. These form three walls
of the mold-cavity, thefourth beingfurnished
by the reciprocating front block or cross-
blade 4. The nick-pin is usually applied to
the side block 2, and the mode of attachment
heretofore employed 1s 1llustrated in Kigs.
4 to 7, inclusive. A blank, Figs. 4 and 9, is
formed with a rib or projection 5, extending
longitudinally of one side or face. This is
to afford material in which to form a drill-
hole 6 parallel with the face of the side block
when dressed to final dimnensions. A second
drill-hole 7 is formed beside 6 t0 receive the
holding-screw 8, Figs. 6 and 7. After the
block has been hardened the rib 5 is milled
or otherwise dressed down and the side face
oground and lapped on a plane intersecting
hole 5 on one side its center, as seen in KFig.
7. A cylindrical nick-pin 9 of the diameter
of drill-hole 6 1s inserted therein and held to
place by ascrew 10, threaded intohole 6, with
its head engaging a shoulder on the nick-pin,
said shoulder being formed by cutting away
one side of the nick-pin, as seen in Figs. 6 and
7. 'T'he mold-blade 1s furnished with a lon-
gitudinal groove 11 on one side, snugly fit-
ting the exposed section of the nick-pin to
form a close joint and prevent escape of
metal. As will be obvious, this method re-
quires great skill and much time to form and
fit the several parts, so they shall maintain
the proper relation and present close joints.

As the seat for the nick-pin must be parallel

with the mold-blade and extend inward be-
yond the face of the block in contact with the

Figs. 4 and 6 are top

i
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quantity of surplus meta,l pe provided to re-
ceive the drill; hence the presence of rib 5.

Otherwise the whole face of the block would
have to be dressed down to a plane intersect-
ing the drill-hole6. Noflexibilityas to num-
ber, form, or position of the nick-pin 1s per-
mitted. It must remain as originally de-

signed. Moreover,the space occupmd by the
nick-pin and serew require that the circula-
tion opening or passage 12 be located remote
from the casting-surtface.

According to the improvement illustrated
in Figs. 1 to 3, mcluswe, instead of forming
a seat for the 111cL -pin extending across the
casting-surface, which latter 1s located ab the
end next the cross-blade 4, the face of block

i 2 is made flat, similar to that of block 1, a

form most rea,dily produced by milling or

orinding and lapping, and beyond the cast-.

ing-surface in rear of the face of mold-blade
is formed a parallel-sided groove 13. "The
nick-pin 14, of semicircular or other section,
is provided with a flat face 15, which rests
against and forms a tight joint with the flat
face of the side block 2, while a lateral pro-

jection or head 16, having parallel shoulders

at right angles to the body of the pin, is seated
between the opposite walls of groove 13. The
head 16 fits snugly in groove 13, so as to pre-
vent longitudinal displacement of the nick-
pin and sustain it parallel with the mold-
blade and at the same time permit of ready
removal when the latter is withdrawn, and
the longitudinal groove in the side of the
mold-blade serves to retain the nick-pin in
position and prevent lateral displacement
when in use. As thas constructed and ar-
ranged not only can the form of the nick-pin
readlly and at comparatively slight cost be
changed, but its position can be _Varled and,
if desired, two or more nick-pins can be eni-
ployed by introducing a properly-grooved
mold-blade and without any change in the
form or arrangement of the side block 2,which
is a very important advantage on the score of
economy, as heretofore to eifect such changes
not only the mold-blade, but the side block
2 as well, had to be replaced. Another im-
portant advantage secured is the better cool-
ing of the mold, for in the absence of the re-
taining-groove 6 and screw 10 the water-chan-
nel 12 ecan be brought much nearer the cast-
ing-face of block 2, as indicated in FKig. 2.

Having thus described my 1nvent10n, what
Iclaim as new, and desire to secure by Letters
Patent, is—

1. Ina type-mold, the combination with the
flat-faced side block of a nick-pin provided
with a flat face, in contact with the face oif
the side block and a head engaging a recess
in said side block to prevent longitudinal dis-
placement and permit lateral adjustment;
substantially as described.

2. In a type-mold the combination with the
side blocks grooved mold-blade and cross-
blade, of a 11101{ -pin held in contact with the

mold - blade, it is essential that a sufficient | Aat face of the side block by the mold-blade
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and provided with a lateral projection en-
gaging a recessed seat to prevent longitudi-

nal displacement; substantially as deseribed. |
3. In atype-mold the combination with the

side block provided with a separable nick-pin

sustained in position against the flat face of |
. recess in the side block in rear of its casting- 20

- said side block and a water-passage located

10

in close proximity to the casting-face of said

side block, substantially as desecribed.

4. Asanewarticle of manufacture, a nick-

pin for type-molds formed with a flat seating
face or surface on one side and an engaging
head, substantially as deseribed.
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5. In a type-mold the combination with the

fixed side blocks and interposed reciprocat- 15

ing mold-blade, of a nick-pin resting loosely -
against the flat face of one side block and
held to position thereon by the mold-blade
and a projection on the nick-pin engaging a

surface; substantially as deseribed.
FRANK HINMAN PIERPONT.

Witnesses:
WALTER H. ROCLEE,
ART_HUR NIBLOCK.
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