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Lo all whom 7t mury coneermn:
Be 1t known that we, Fraxnx H. BrowN
and Jonn K. HaNramax, of Baltimore city,

and GrorGE A. Boypew, of Mount Washing-

ton, m the county of Baltimore and State of
Maryland, have invented certain new and
usetul Improvements in Matrix-Making Mas-

- ter-Blocks; and we do hereby declare the fol-
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lowing to be a full, clear, and exact deserip-
tion of the invention, such as will enable oth-
ers skilled m the art to which it appertains to
make and use the same.

This invention relates to matrix making,
and. has for its object the production of a
master block containing a type character cor-
rectly located in. relation -to certain surfaces
of the said block. The type character of
said block 1s reproduced in intaglio and cor-
rectly and accurately located in a matrix
plate by metallic or other deposition.

With the mtroduction of the “sorts ma-

chine for casting type,” invented by these.

same nventors, the art of producing type at
this time is being revolutionized, for the rea-
son that mstead of making type under the

“present foundry practice with skilled labor,

and then distributing the type throughout
the country for printers to use, the printers
are now producing type in their offices with
unskilled labor, resulting in a great saving of

time and money, and affording convenience

I producing immediately sorts and tvpe
when needed. This innovation necessitated
the creation of various systems and inven-
tions not only in type-casting machines
proper, but m molds, mold making, matrices
and matrix making, and to one of these sys-
tems this imvention relates.

Owing to the systems employed in type
making under foundry practices one font of
matrices of any given size or style of type
was sullicient to meet all the demands of a
foundry for type of such size or style. How-
ever, with the introduction of the ‘“sorts ma-
chine for casting type’’ the conditions of
type making thereby required mumerous
fonts of matrices of the same face, as each
printing office having its 6wn casting machine
must necessarily each have one font of mat-
rices tor each face used. Therefore, under

the new conditions thousands of fonts of

g

matrices ol different faces are required, and a
necessity for producing means by which mat-
rices can be made cheaply and accurately as
well as interchangeably.

Heretofore the matter of producing mat-
rices consisted in using a preparatory frame
or holder m which a series of matrix plates,
having holes therein, were laid and arranged
comparatively in alinement. In each of

‘these holes was inserted one or two thick-

nesses of lead, or other metal, which deter-
mined the depth, or drive of the type charac-
ter. On top of the matrix plates, extending
across the plates, was arranged a strip of
metal, and against the face of this strip was
placed a type of the desired face to be repro-
duced I the matrix, the face of such type

projecting into the holes in the plates and

resting upon said pieces of metal inserted
therein. Between the type, resting against
the strip, was inserted pleces of metal to
space or locate the type with approximate
correctness in the holes of the matrix plates
set-wise, and against the whole another strip

ol metal was placed, holding the letters ap-

proximately 1n their relative positions with
respect to the holes in the matrix plate.
This whole combination was then waxed to
secure them together, and the matrix plate
with the type and fixtures were removed from
the said preparatory frame. The faces of
the matrix plates are then waxed, except at
such places where deposition was to take

place, and then the whole was suspended in a, -

battery where deposition took place. After
this was completed these matrix plates were
removed {rom the type and fixtures holding
same, the surplus deposit on the back re-
moved and a backing plate riveted to the
matrix plate to reinforce the matrix plate
and deposition. This riveting of the plates
together often caused a distortion of the ma-
trix plate and deposition therein. The crude
matrices were then given to skilled fitters
who reduced all the matrices to a uniform
depth of face, and also to the line and set-
wise dimensions between the character and
caging surfaces of the matrices, all of which
required great care, skill, exactness and time
of experienced and expensive workmen.

In order to overcome the above and pro-
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65 plate, Fig. 11, with its hole therein of suit- |
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duce means by which interchangeable mat-

rices can be made cheaply and accurately
the present invention is devised.

In the accompanying drawing:—Figure 1
is an edge view of a master block, without
the type character. Iig. 2 1s a face view .ol
Fig. 1. Fig. 3 is a face view of the type
character. Ihg. 4 is an edge view of the

block with the type character inserted with

the face and foot of the type projecting
therefrom. Fig. 5 is an edge view of the
matrix block, with the type character se-
cured therein with the foot end of the type

removed and the face end ready toreceive

the matrix plates. Iigs. 6,7, 8, 9 and 10 are
similar views of the foregoing, but with

smaller type inserted. Kig. 11 1s a front
:view of a matrix plate having a hole cut

therein and into which the type character on
the master block fits and is nserted. Iig.
121s an edge view of Fig. 11.  Figs. 13 and 14
are similar views to Figs. 11 and 12, but ar-
ranged to receive smaller size type.

The master blocks A are provided with
four gaging surfaces, a, b, ¢ and d, and also a
oaging surface ¢ having a hole ¢ therein of the
exact size of the type body to be reproduced.
The position of this hole 1s accurately located
with relation to two or more of the four sur-
faces a, b, c and d and to a predetermined dis-
tance with respect to the same: In this hole
is inserted a type body C with 1ts character f
projecting beyond the gaging surface g, of a
sufficient distance to give the desired depth,
or drive of face to that character when re-
produced. In this position the type C 1s se-
curely and permanently fixed to the master

block A, and the projecting foot end of the

type body cut off and finished flush with the
back of the master block, as shown in Fig. 5.
This master block, 1t will be perceived, has
four gaging surfaces a, b, ¢ and d, and also a
oaging surface ¢, the latter of which deter-
mines the depth or drive of the type char-
acter. What is said of the matrix block,
Figs. 1, 2, 3, 4 and 5, 1s also applicable to Ifig.
6, 7, 8, 9 and 10, the difference bemg that
instead of large type small type 1s repre-
sented. However, it will be observed that
the distance between gaging surfaces b and
the type character and gaging surface ¢ and
said type character, are the same 1 both
cases, and these two distances are always
maintained irrespective of size or kind of
type throughout the whole system employed
in making matrices by the methods heremn
involved. Therefore, in making matrices
from these master blocks, as heretofore ex-
plained, the type characters are properly po-
sitioned on all matrix plates, and can be cast
by standard mold mechanism without any
skilled adjustment. To produce matrix
plates from these master blocks a desired
master block A is selected, and a matrx
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able size {or the character to be cast, 1s placed
in position over the character on the block

with respect to the four edges of the plate, a,
b, ¢ and d of the master block, and m which
position the matrix plate is secured to the
master block in any suitable manner, usually
by tipping the same with solder at two points.
After the plates have thus been secured they
are then waxed and ready for deposition.

By the above plan and arrangement of
master blocks and matrix plates 1t will be
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observed that all of the numerous details

heretofore used in preparing matrix plates,
from ordinary type, for deposition are dis-
pensed with, and no skilled labor 1s required
1n adjusting the said plates to the type charac-
ters either in regard to lateral measurements
or drive. Furthermore, absolute accuracy
is obtained between the type character and
the matrix plate, without measuring or fit-
ting, whereby after deposition takes place all
that is necessary to be done 1s to remove
plate B from block A by breaking the tipping
of solder, and then removing the surplus dep-
osition on the back of the matrix plate.
From these master blocks a large number of
matrices can be made at a nominal cost and
of such absolute precision that any number
of matrices can be used with standard mold
mechanism, thus making it possible to sup-
ply matrices as demanded by the printers

and required by the conditions of the sorts

machine.

It will be understood that by ‘“master

block’ I mean a block of any preferred ma-
terial having a character thereon which block

is used to reproduce said character in a ma-

trix by any suitable process or i any pre-

ferred manner. '
Having described our invention, what we

claim and desire to secure under United

States Letters Patent 1s:—

1. A master block for making matrices
comprising a block of one predetermined
size irrespective of the size or style of the
character to be used therewith, and a type
character secured to said block in such posi-
tion that the meeting point of two of the
boundary lines of the type character, irre-
spective of its size or style, is at a predeter-
mined fixed point on the master block.

2. A master block for making matrices
comprising a block provided with predeter-
mined gaging surfaces and having an opening

‘therein, a plurality of the walls of said open-

ing being arranged in definite relation with
respect to said gaging surfaces.

3. A master block for making matrices
comprising a block provided with predeter-
mined gaging surfaces and having an opening
therein, a plurality of the walls of said open-
ing being arranged in definite relation with
respect to said gaging surfaces, and a type
character located in said opening.

4. A master block for making matrices
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comprising a block provided with predeter-
mined gaging surfaces and having an opening

~ therein, a plurality of the walls of said open-
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ing being arranged in definite relation with
respect to sald gaging surfaces, and a type

character located insaid opening and project- !
ing a predetermined distance from the face |

of said block. .

5. A master block for making matrices
comprising a block provided with gaging sur-
faces and having an opening therein arranged
n definite relation with respect to said Q-
Ing surfaces. | '

6. A master block for making matrices
comprising a block provided with an opening
formed therein at a predetermined distance
from the edges thereof, whereby the opening

is always In the same position, irrespective of

the size of the same.
7. A master block for making matrices
omprising a block provided with an opening

conforming in shape to the contour of said

block, said opening being located at a prede-
termined distance from the edges of said
plate, whereby the opening is always in the
same position irrespective of the size thereof.

8. A master block for making matrices
comprising a rectangular block provided with
a correspondingly shaped opening, two walls
of said opening being located at predeter-
mined distances from the contiguous edges of
the block, whereby the opening is always in
the same position irrespective of the size
thereof,

In testimony whereof, we have signed this

specification in the presence of two subscrib-

Ing witnesses.

FRANK H. BROWN.
JOHN E. HANRAHAN.
GEORGE A. BOYDEN.

Witnesses :
Erprivee E. HENDERSON,
C. Warter Gwiny.
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