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To all whom it may concern:

- DBe it known that I, Axprew E. MILLER,

of Baltimore, in the county of Baltimore

City, State of Maryland, have invented cer-

tain new and useful Improvements in Ma-
chines for Casting Type, of which the fol-

~ lowing 1s a Speciﬁcation.

T'his invention relates to the art of type
making in which are produced individual
type characters, such as body, and display
letters, borders, ornaments, spaces, quads, and

the like, that are used in type composition.
~ teretofore the business of the type |
founder and printer have been conducted

separately and wholly distinct. The printer

- has been dependent upon the type founder

20
venience, delay and expense.

20

30

30

for supplies of movable type, and in conse-
quence the procuring of “ sorts” or the addi-

tion to fonts of only a portion of its type

characters has been attended with incon.-

The present invention has for one of its
objects to overcome these difficulties by ex-
tending the domain of the printer by ena-
bling him, in addition to
printed matter, to produce the type instru-
mentalities by which that matter may be
obtained. S ;

A further object is to advance the art by
enabling the printer to maintain perfectly
faced type, whereby the printed product is
always of the highest standard. o

A further object is to'provide_a ﬁla'chiné_

capable of producing various sizes and styles
of type of the highest standard quality; to

replenish “sorts”” at will ; and to permit the

- recasting of old and worn out type into new

40

. structed of a minimum number of parts and

45

50

and more desirable faces.

A further object is to provide such an

organization or combination of the principal
clements involved as will enable the desired

type to be produced without skilled labor.

A further object is to produce a mold con-

50 arranged as to permit of rapid adjustment
for changes in the size of the type body, or
of the character on said body, without neces-
sitating the employment of skilled or ex-
perienced operators. o
- A dfurther object is to provide improved
means for regulating the size of the mold
cavity, whereby the changes in the size of

~ the cast may be readily and quickly accom-
- plished. -

producing the

A further object is to pfovide a mold capa-
ble of casting type bodies of all sizes and

styles, and means arranged to automatically

conform to the differences in size of the cast
for securely closing the mold cavity during
each casting operation. o

A further object is to provide a mold
formed of loosely mounted, normally sta-
tionary sections, and means for rigidly lock-
ing the same, said locking means being ad-
justable to changes in the size of the mold
cavity. _

A further object is to provide means
whereby the size or style of the cast may be
readily and quickly changed at will, and the
casting operation carried on at relatively
high speed irrespective of the size or style of

the cast.

A further object is to proﬁde improved
means for ejecting the type after each cast-

Ing operation.

95
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A further object is to provide an improved

mold slide for closing the mold cavity.

A further object 1s to provide improved
means for breaking the jets from the type
atter the latter have been ejected from ‘the
mold. o _

- A further object is to provide improved
means for accurately placing the matrix in
proper
cavity. . | . -
A further object is to provide improved

means for injecting molten metal into the

mold cavity.

A further object 18 to provide improved '

means for operating the various moving
parts In time with each other, and to so con-

struct said parts as to automatically adjust _.
themselves to changes in the size of the mold
cavity.

The invention will be heremafter fully
set Torth and particularly pointed out in the
claims. ' -

In the accompanying drawings:—Figure
1 1s a top plan view illustrating my im--

proved machine for casting type. Ifig. 2

1s an enlarged longitudinal sectional view

with parts broken away. Fig. 8 is a top
view of the mold with the top plate removed.
If1g. 4 1s a front end view of the mold. Fig.
5 1s a transverse sectional view 1llustrating
the mold construction and showing positions

assumed after a cast and while the type 1s

position with relation to the mold

80

85

90

_95 |

100

105

| being ejected. Fig. 6 is a front end view
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of the mold showing positions of parts dur-
ing the casting operation, parts being shown
in section. Fig. 7 is a plan view of the top
plate 1illustrating positions of the gage
blocks. Tig. 8 is a front end view thereof.
Figs. 9 and 10 are detail top and side views
of the ejector bar. 1Figs. 11, 12, 13 and 14
are detail top and side views of two sizes of
body ejectors. Fig. 15 1s a top view of the
end block locking member. Figs. 16, 17, 18
and 19 are detail top, end, side and sectional

 views, respectively, illustrating the main op-

15

erating member. Fig. 20 1s a detail side
view 1llustrating the end block and 1ts op-
erating elements. TFig. 21 is an end view of
said block. Fig. 22 is a view of the operat-

ing link for the matrix holder lever. Kig.

20

23 is a detail illustrating the gage lever.
Figs. 24 and 25 are detall transverse and
longitudinal sectional views of the matrix
holder and its adjuncts. TFig. 26 is a side

~ view thereof. Ifig. 27 is an end view 1illus-

25

trating manner of removing matrix. Iig.
28 1s a bottom plan view 1illustrating matrix
in position. Iig. 29 is a similar view with
the matrix removed. Iigs. 30 and 31 are

~end and side views respectively, illustrating

30

a quad matrix. Figs. 32 and 33 are detail
views illustrating different adjustments ol
the mold. Ifig. 34 is a detail view of the jet
. "‘1‘- |"'"'"" » - . ) » .
breaker. Fig. 35 is a view illustrating the

~metal 1njecting mechanism.

39

40

45

Referring to the drawings, 20 designates
a supporting standard in which 1s mounted
the main drive shaft 21 provided with a
pulley 23 adapted to be connected with any

suitable source of power.

The mold mechanism comprises a mold
base 80 which is of substantially box-form,
being provided with a bottom plate 31, front
and rear walls 82, 83, respectively, and end

walls 34, said parts being united 1m any

suitable manner. The front wall 32 1s
broken away as indicated at 35, to permit
of the discharge of the type from the mold
after each casting operation and 1n a man-

“ner to be later set forth. Resting on the

650

bottom plate of the mold base are two jet
plates 36, 87, said plates being secured in
position 1n any suitable manner, the con-
tiguous edges of said plates being separated

~and beveled as indicated at 38 to form a jet

55

cavity 39. Mounted on the jet plates are

the type mold blocks 40, 407, the latter being

provided with a key way 41 to receive a key
49 secured to the top face of jet plate 36.

- Interposed between the block 40 and the

60

6o

contiguous end wall 34 1s a filler block 43
which is of such proportions as to give the

desired bodywise dimensions to the mold

cavity. In this connection it will be noted

various body-wise sizes of standard type, are
employed, said filler blocks being 1nter-

iller blocks 43 of differ-
ent predetermined sizes, conforming to the

063,790

| changeable. The mold block 40 is 'a'.djusted

through the medium of an adjusting screw
44 mounted 1n the end wall 84, a set screw
45 serving to lock the said block in its ad-
justed position. Thus in order to secure the

proper body-wise adjustment of the mold

cavity it is only necessary for the operator

70

to select the filler block 43 of proper di-

mensions, and after placing the same 1n po-
sition, adjust the mold block 40 with rela-

acdjustment and during the casting opera-
tion.
ered by an end block 46 which is arranged

to reciprocate between the front end wall.

75

‘tion thereto. It will be noted, however, that
the block 40 remains stationary after the

The front of the mold cavity 1s cov- B

32 and the contiguous end of the mold

block 40”. The mold blocks 40, 40, and the
end block 46 are covered by a top plate 47
which rests upon the top edges of the walls
32, 33, and 1s provided with guide shoulders
48 which engage the side faces of said walls.
The underside of said top plate 47 1s also
provided with a groove 49 to receive a

shoulder 50 formed on the outer edge of

mold block 40, whereby said top plate will
move with said mold block when the latter 1s

adjusted to conform to any desired changes

in the size of the mold cavity. The mold
base 30 is supported by a base plate 51 piv-

39

90

- 95

otally mounted at 52 in the standard 20,

said mold base being connected to said base
plate in any suitable manner, not shown.
By means of this arrangement the mold
parts may be readily swung to one side
when it is desired to make an examination
of the other parts of the machine. '

100

The body ejector 61 is mounted to recip-

rocate between the mold blocks 40, 407, and
said block 40/ is yieldingly held against said

ejector by means of a pawl 62 engaging a

notch 63 in the top face of said mold block.

105

Said pawl is pivotally mounted in a mold

clamp lever 64 which in turn is pivotally

supported by a pin 65 mounted between ears

66 carried by the top plate 47. Said lever
at its free end is forked, as indicated at 67,
the members of said fork being provided
with a plurality of alined openings 68. The
lever 64 is designed to be so adjusted as to
bring the openings 68 successively into reg-
ister with any one of a plurality of gage

openings 69 formed in one end of a clamp

gage lever 70, a suitable pin 71 serving to
hold said levers 64 and 70 in any adjusted
relation. By this arrangement the position

110
115

120

of the mold block 40" is accurately adjusted

to conform to desired changes in the size of
the mold cavity. The lever 70 1s also pivot-

ally supported by pin 65 and 1s provided

with a projecting arm 72 which is normally

held elevated by a spring 73.. Said spring

preferably encircles a pin 74 which 15 pro-

vided with a head to limit the movement of

lever 70 under the influence of said spring.

130
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vided with a notch 81 adapted to
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Said “spring 73 acting through the mold |

clamp gaging lever 70 and the mold clamp
lever 64 holds the mold block 40’ normally
against the side of the ejector so as to
tightly close the mold cavity during the
casting operation. - '

As before stated the body ejector 61 is

mounted to reciprocate between the mold

blocks 40, 40", and in practice said ejector is
of a thickness conforming to the proper
body-wise size of the type that it is desired
to cast, and definitely proportioned with re-
lation to the fi _
such ejectors are employed, each of a dif-
ferent body size, and interchangeable,
whereby one may be substituted for the other
when it 1s desired to change the bodywise
size of the cast. The jet ejector 80 is mount-
ed to reciprocate in the jet cavity 39, the
same Jet ejector being preferably used for
all sizes of type. The type ejector 61 is pro-

' 1t over
the T-end 82 of a reciprocating ejector bar
33, the jet ejector being provided with a
similar notch 84, adapted to fit beneath said
The setwise size of the mold cavity
1s obtained by limiting the backward throw

of the ejector 61, and for this purpose I pro-

vide an abutment 85 secured to the forward
end of an adjusting screw 86, said screw

being controlled by an index wheel 87 which
18 provided with graduations conforming to

the various predetermined adjustments, and

arranged to register with- a stationary

pointer 88. The screw 86 is embraced by a

sphit sleeve 89 which is provided with

threaded bosses 90 forming a set gage nut,
sald bosses being brought together or sepa-
rated, as the case may be, by a threaded

rod 91.

‘The ejector bar 83 1is j{jrovided with be.étr-—l

mgs 92 1in which are mounted rollers 93 ar-

ranged to engage opposite actuating faces
94 of a cam 95 mounted on a shaft 96 and
arranged to move said ejector forward in
1ts rejecting movement, the return movement

of said ejector being assisted by a spring 97.

Said cam is carried by a shaft 98 mounted
in standard 20, said shaft being driven

‘through the medium of suitable gearing 99

operatively

connected with the drive
shaft 21. |

The end block 46 is p.r'ovided'With 2 cir-

cular opening 100 to receive the correspond-

‘ingly shaped head of an operating link 101,

the end of said block being cut away, as in-
dicated at 102, to permit of the rocking move-
ment of said block. Said end block is also

provided on its front face with a groove 103
‘which 1s normally engaged by the pawl-like

projection 104 of an end-block clamp 103
which 1s mounted to oscillate in a suitable
barrel 106 formed in the mold base.

~The matrix mechanism comprises a matrix

ller block 43. A plurality of

ears 111 projecting below the plane of the
backing surface 112 to form flanges 113, said
langes being provided with coinciding slits
114 to receive small bars 115 extending
across the ends of said box. The flanges 113
and bars 115 form a pocket to receive the
matrix 116. Said matrix box is constructed
to fit between the yolk-like arms 117 of a
matrix clamp 118, said arms being recessed

at 119 to receive said box and to form lips

120 to fit over the edge of the matrix. Said
clamp 1s also provided with a bore 121 in
which works a clamping screw 122 ‘which

79

75

serves to engage the back of the matrix box

to lock the latter in position in said clamp.
plate

Pivoted between ears 123 of the top
47 1s a matrix holding lever 124, the same
being provided with an elongated opening
125 to receive the matrix box 110 and its
clamp 118. Said matrix is pivotally mount-
ed 1n the opening 125 by means of a pin 126.
The matrix clamp is guided in its movement

by a guide 127 which is forked at one end

128 to receive the upper portion of said
clamp, the other end of said guide being

provided with a slot to receive an eye-bolt
129

pivotally mounted in the top plate 47.

The guide plate is held to its guiding posi-

tion by any suitable means, such as a nut.
Mounted in the standard 20 is a rock shaft

130 provided with arms 131, 132, in the ex-
tremities of which are mounted antifriction

rollers 133, which engage cam surfaces 134
on the cam 95, whereby said rock shaft will
be oscillated.

the matrix holder lever 124. The pivotal
connection between the operatine member

135 and link 136 is effected through a take-
up block 137 slidingly mounted in a recess
138 in said link and provided with a suit-
able opening to receive the pivot pin. A

spring 139 acting against said take-up block

permits of a slight excess movement of mem-

ber 135, thereby insuring an accurate seat-

& j = b - .

Ing ot the matrix over the mold cavity. The

tension of said spring is regulated by an ad-
4 & = :

justing screw 140. The mold clamp goage
| lever 70 1s also provided with a link 141 also

connected with the operating member 185 at

B, the upper end of said link being rounded
and engaging a corresponding recess 142 in
The end-block link 101 is

said gage lever.
pivotally connected at 143 to a lever 144 se-
cured to the rock shaft 180 the operating

membper 135 being provided with a recess to

accommodate said lever. To the end-block
clamp 105 is secured one end of an arm 145

‘which 1s connected by a link 146 with the
operating member 1385 at C. A spring 147
| 1s carried by a spring socket 148 mounted in
_ a recess 149 1n the mold base, said spring
aving 1its corners provided with | serving to normally hold said clamp 1n en--

Secured upon the rock shaft
i 130 1s an operating member 185 which is piv-
otally connected at A to a link 186 which at
1ts upper end is secured to the free end of

80

8H

90

095

100

110

115

120

125



gagement with said end-gate, the tension of
spring 147 1s 10011hted by any suitable
means, preferably a screw 150.

The jet breaker comprises a plunger 160
mounted in a barrel 161 in the mold base and
normally projected by a spring 162 encir-
cling the shank 163. The outer end of said

~ shank is provided with a notch or ratchet

10 P

15

20

25

30

3

40

45

50
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'{L cam 191 mounted beside the cam 18(

164 adapted to be engaged by a pawl 165
1votally mounted on the end-block lever
144. Said pawl 1s provided with a finger

166 arranged to engage a stop 167, Whueby

said. pawl will De chsenoﬂoed from sald
plunger. The movement “of said pawl 1s

Jimited by a pin 168 and a spring 169 serves

to retain the same in proper position to re-
engage sald plunger upon the return move-
ment of lever 144.

The type after the casting operation, are

“discharged upon a type way (m)t shown) in

the usual and well known manner, passing
between gage blocks 171, 172. 'The block

171 18 permanently secured to the mold base

and in alinement with the “line” of the
character on the matrix. The block 172 1
of T-shape, the shank thereof being adjust-
ably secured to the mold base by any suit-
able means. After the type have been eject-
ed from the mold and the jet broken, the
roughened portion caused by bleakmﬂ off
the ]et may be smoothed off in any of the
ways well known 1n the art.

The pump or metal injecting mechanism
is of any suitable or preferred structure. I
have illustrated, however, a casing 180 pro-
vided with the usual nipple 181, i juxta-

position with the nipple plate 18...;, and a

piston chamber 183 communicating with said
nipple through a channel 184. The usual
choker valve 7185 is mounted to reciprocate
in said casing, being operated by a bell-
crank lever 186, the Free end of which en-
gages with a cam 187 secured to shaft 96.

_The pump plunuel 188 is normally under

the tension of a spring 189 and 1s moved
against the force of ' gaid spring by means of
2 bell-crank lever 190 one arm of which en-
gages said plunger, the other arm engaging
B‘v
this arrangement the choker and pump
plunger are operated in time with each
other. The pump casing 192 1s supported
on the standard 20, whuwby the pump may
be kept m line with the mold cavity when
the latter is adjusted to vary the size of the
cast. The type metal is kept in a molten
condition in any suitable manner, a burner
193 being illustrated for this pur pose.

The operation is as follows:—The burner
198 1s first lighted for the purpose of bring-
ing the ‘ere metal to a molten condltlon
and to maintain the same in this state. The

type ejector of the desired body-wise size, |

and the jet ejector 80 are then attached to
the ejector bar 83 and interposed between

063,790

‘the mold blocks 40 407, and the jet plates,

respectively. The ﬁller block correspond-

ing to the bodywise size of the ejector 1s
then inserted in position and the mold sec-

tion 40 moved up thereagainst by its adjust-
Ing screw, to a position that accurately es-

tablishes the proper bodymse adjustment

70

for the mold cavity. At the same time the

oage block 172 is adjusted to conform to the
size of the mold cavity. Thus the mold
cavity 1s adjusted to the proper boclwlse
size and the type way is also adjusted to
conform thereto.
mold cavity is obtained by adjusting the

wheel 87 to bring the proper markings in

register with the pomter 38, thereby mo-‘vmﬂ

the abutment 85 to such a position as will

interrupt the movement of the ejector at the

proper point to give the required size to the
mold cavity. The matrix is then placed in
the matrix box 110 and the latter secured in
position in the matrix-holder lever 124, the

connectmn between lever 64 and oage lever
70 having been adjusted to conform to the

_ad]ustment of the mold block 40. The ma-
chine is then ready for a cast, the front of

the mold being closed by the ‘end-block 46,
the back by the ejectors 61 and 80, the mold
block 40" and the end block bemcf rigidly
held by their respective chmpmo‘ devices,
the top of the mold being closed by a matrix.
Immediately
jected 1nto the mold the end gate clamp is
first withdrawn and the nmtrn holder lever
124, by reason of the spring 139 of the take-

up block 137 is shightly Taised. Immedi-
ately the end-block clamp 1s disengaged, the
end block is withdrawn by lever 144 and the

The setwise size of the

after the metal has been 111-'

75

80

co
1

90

99

100

mold clamp gage lever 70 is raised against

the tension of spring 73, thereby retracting
the pawl 62 and leaving 'the mold block 407
free to yleld slightly to “the ejector 61 which

1s now moved forward to eject the finished
type from the mold. Meanwhile the matrix

holder lever 124 has been further elevated
to 1msure ample clearance for the type. As
the end-gate lever 144 1s operated to with-
draw the end block, the jet breaker plunger
160 1s withdrawn to compress 1ts spring,

and when released by the trip, will be im-
pelled forwardly,
against the jet which proj jects into the line
of travel of said plunger, breaking said jet

tion left after breaking off the jet may be
finished off by any of the well known de-

vices designed for that purpose, as hereto-

fore smued

The parts are so timed 1n thelr 0pemt10n
that after ejecting the type, the ejector is

withdrawn to 1ts 1101111%1 casting position,

striking a sharp blow

off close to the type body The rouﬂh por-

105

110

115

120

125

the pressure against spring 73 1s removed .

and the latter throuoh the pawl 62, forces.
the mold block 40’ agmnsL the ejector; the
130

matrix holder lever 124 is operated to re-
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place the matrix in casting position, the end
block 1s moved to close the mold, and then
clamped in position, and the pump again
operated, each step following 1n the order
named, after which the operation is repeated
as before described. The operation above
outlined is that which is required for the
casting of a single type character, and is
continued as long as it is desired to cast type
of the particular size and style for which
the mold 1s set. When it is desired to
change the bodywise size it is only necessary
to substitute an ejector 61 and filler block 43,
of the requisite dimensions and relative pro-
portions; to adjust the abutment 85 for the
proper setwise size, and to place the proper

matrix in the matrix bhox 110. Obviously

these changes will require but two or three

~minutes at the outside, and the machine is

20

29

30

39

40

then ready for the casting operation. If it
15 desired to change the setwise size without
altering the bodywise size, it is only neces-
sary to adjust the abutment 85. It will also
be understood, of course, that the matrix is
reaclily changed at will. . -

It 1s apparent that the range of the ma-
chine 1s unlimited and that all sizes of type,
from the largest to the smallest, and pro-
vided with any desired type character can
be accurately cast, and the changes in the
size of the cast accomplished with an ex-
penditure of a minimum: amount of time
and labor, and without necessitating the
presence of skilled or experienced operators.

Having thus explained the nature of my
sald 1nvention, and described the manner of
constructing and using the same, although

1ithout attempting to set forth all of the
forms 1n which it may be made, or all of the

modes of its use, I declare that what I claim

1S -— | .
1. In a machine for casting type, a mold
comprising spaced apart disconnected mold

- blocks, means for supporting said blocks in

43

50

1]

60

operative relation, an ejector mounted to re-
ciprocate between said blocks, and predeter-
mined means for engaging the outer face of

one of said blocks for adjusting the latter

to vary the body size of the mold cavity.
2. In a machine for casting type, a mold
comprising adjustably mounted normally

to reciprocate between said blocks, and pre-
cdetermined means for engaging the outer
face of one of said blocks to vary the size
of the mold cavity.

3. In a machine for casting type, a mold

- comprising mold blocks, an ejector mounted
to reciprocate between said blocks, prede-

termined means for adjusting one of said
mold blocks to vary the size of the mold cav-

1ty, locking means for the other mold block,

~ and means for operating said locking means
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to

permit temporary lateral play of the
othe-_r mold block.

k>’

4. In a machine for casting type, an ad-

Justable mold including a plurality of mold

blocks, an ejector mounted to reciprocate be-
tween said blocks, locking means engaging
one of said blocks, and means for periodic-
ally withdrawing said locking means to
permit a slight lateral play of said blocks.

5. In a machine for casting type, a mold
comprising spaced apart normally station-
ary mold blocks, an ejector working between

sa1d blocks, and means for periodically hold-

ing one of said blocks yieldingly against

sald eJector. - - .

6. In a machine for casting type, a mold
comprising spaced apart normally station-
ary mold blocks, an ejector working between
sald blocks, means for periodically holding

one of said blocks yieldingly against said

ejector, and means for adjusting the other
block to vary the size of the mold cavity.

(. In a machine for casting type, a mold
comprising - spaced apart mold blocks, an
ejector working between said blocks, and a
yleldingly mounted finger for holding one
ot said blocks normally against said ejector.

5. In a machine for casting type, a mold
comprising spaced apart mold blocks, one
of which 1s provided with a groove, an
ejector working between said blocks, and a
yleldingly mounted finger engaging said
groove to hold the block containing the same
normally in engagement with said ejector.

9. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a yield-
ingly mounted finger for holding one of
said blocks normally against said ejector,
and means for adjusting said finger with re-
lation to said block. _

10. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold

| clamp lever provided with means for en-
gaging one of said mold blocks, and means

for operating said lever. _
11. In a machine for casting type, a mold

‘comprising spaced apart mold blocks, an

eJector working between said blocks, a mold
clamp lever, a pawl carried thereby, and
means for holding said pawl yieldingly in

, ] ‘engagement with one of said mold blocks.
stationary mold blocks, an ejector mounted |

12. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold
clamp lever provided with means for en-
gaging one of said mold blocks, and a mold
clamp gage adjustably connected with said
mold clamp lever.

70

79

80

8D

90

95

100

105

110

115

120

- 13. In a machine for casting type, a mold '

comprising spaced apart mold blocks, an
ejector working between said blocks, a mold

clamp lever provided with means for en-
gaging one of said mold blocks, a mold
clamp gage, a spring acting on one end of

said gage, and means for adjustably con-
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necting said lever with the other end of said | said gage openings, and a pm constructed_'
gage.

14. In a machine for casting type, a mold
comprising spaced apart mold block's an
ejector working between said blocks, a molc_
clamp lever hwmo a forked end, a pawl
carried by said lever and engaging one of
salid mold blocks, and a mold chmp oage
engaging the forked end of said lever.

15. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold
clamp lever prowded with means for engag-
ing one of said blocks, a mold clamp gage

adjust‘lb"y connectecl with said lever, and
a single pivot pin common to said lever and
said gage. -

16. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold
clamp lever pro ovided with means for engag-
ing one of said mold blocks, a spring pressed
mold clamp gage adjustab }f connected with
sald lever, and means for periodically rock-
ing said gwe against the tension of 1its
Spring.

17. In a machine for casting type, a mold
comprising spaced apart mold blocks,, an
elector worklnﬂ between said blocks, a mold
clamp lever pr ovided with means for engag-
ing one of said blocks, a mold clamp gage,

SpI‘inO‘ acting on one end of said gage,
means for ftd]ustably connecting said Tever
with the other end of said gage, and means
for periodically rocking said gage against
the tension of 1ts spring.

18. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold
clamp lever having a forked end, a pawl
carried by said lever and eng ‘1011]'3 one of
sald mold blocks, a spring presqed mold

~clamp gage engaging the forked end of said

50
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‘said gage against the tension of 1

lever, and means for periodically rocking
'S Spring.

19. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold
clamp lever pr ovided with means for engag-
ing one ot said blocks, a pivoted lever havmg
a gage at one end, a spring engaging the op-
posﬁe end of said gage level means for
adjustably mnnectmo said mold clamp lever
with said gage, and means for limiting the
movement of said gage lever under the ten-
sion of its spring.

20. In a machine for casting type, a mold

comprising spaced apart mold blocks, an

~eJector working between said blocks, a mold

60

65

clamp lever pr ovided with means for enEag-

ing one of said blocks, a pivoted gage lever
131'0V1ded with a plurahty of gage openings
arrangecd 1in definite 1"@1.,;11,1011 “said mold
clamp lever being provided with a plurality

comprising
“ary mold blocks, an ejector working between
~said blocks, means for pemodlmlly holding
one of said blocks yieldingly against said
ejector, and means including a Tller block
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to be passed through said opemngs When the
latter coincide.

21. In a machine for cwstm@ type, a mold
comprising spaced apart mold blocks, an
e]ector WOI‘I{IHO between said blocks, a mold
clamp lever prowded with means for engag-

ing one of said blocks, a pivoted gage lever

prowded with a plumhtv of gage openings
at one end and arranged in definite I‘El'ttl()n
said mold clamp lever being provided Wlth
a plurality of alined oz)eninc-'s arranged to
register with said gage openings, a pin con-

“structed to be p‘LSSGd thmu h sald openings

when the latter coincide, a spring acting

upon said gage lever, and means for per 10(1 -
1cally 1*0(::1{1110 sald gage lever against the
tension of its Spring.

29. In a machine for cqstmo‘ type, a mold
spaced apart 1101n1‘111y station-

of predetermined dlmensmn% for adjusting

the other mold block to vary the size of the

mold cavity.
23. In a machine for casting type, a mold

comprising spaced apart mold blocks, an

eJectm working between said blocks, means
tor peuodleally heldmﬂ one of said blocks
yieldingly against s
abutment, and a ﬁ]]Bl block of predeter-
mined dimensions interposed between said
abutment and the other mold block.

24, In a machine for casting type, a mold

comprising spaced apart normally station-
ary mold blocks, an ejector working between

sald blocks, a Statlonary abutment, and a

filler block nterposed between said abut-

blocks, said filler block being definitely pro-
portioned with relation to the proportions
of said ejector.

25. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, means
tor periodically holding one of said blocks
yieldingly against said e]ectm a stationary
abutment, and a filler block 111terposed be-
tween said abutment and the other mold
block, said filler block being definitely pro-
portioned with relation to the proportions
of said ejector.

26. In a machine for casting ty pe a mold
comprising a mold base of box-like form,
mold blocks located therein, predetermmed
means for adjusting one of said blocks to

vary the size of the Tmold cavity, a top plate
covering said mold base, matrix mechanism

mounted thereon, and means for adjusting
salc top plate to conform to the ad]ustment'

a mold |

of said mold block.
27. In a machine for casting type, a

of alined openings arranged to register with { comprising a mold base of box-like form,

cald e]ectm* a stationary

ment and the outer face of one of said mold
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a pivotally mounted base plate to which said |

base is secured, mold blocks located therein,

predetermined means for adjusting one of

sald blocks to vary the size of the mold
cavity, and a top plate covering said base.

~ 28. In a machine for casting type, a mold
including a mold base of box-like form,

mold blocks | _
means tor adjusting one of said blocks to
vary the size of the mold cavity, a top plate
covering said mold base, means for ad-
justing said top plate simultaneously with
the adjustment of said mold block, and ma-
trix mechanism carried by said top plate.

29. In a machine for casting type, a mold

comprising a mold base of box-like form,
mold blocks located therein, predetermined

~ means for adjusting one of said blocks to

20

25 comprising a mold base of box-like form,

30
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40 block, and matrix mechanism carried by said

vary the size of the mold cavity, a top plate
covering said mold base, said top plate en-
gaging said adjustable block and movable

‘therewith, and matrix mechanism carried by

said top plate. o
30. In a machine for casting type, a mold

mold blocks located therein, predetermined

-means tor adjusting one of said blocks to

vary the size of the mold cavity, said ad-
Justable mold block being provided with a

~flange, a top plate provided with a recess re-

ceving sald flange, and matrix mechanism
carried by said top plate. S

81, In a machine for casting type, a mold
comprising a mold base, mold blocks Sup-

~ported thereby, means for adjusting one of
sa1d mold blocks to vary the size of the mold

cavity, a top plate covering said mold blocks,
means for adjusting said top
form to the adjustment of said adjustable

- top plate. |

50

~block. - _
33. In a machine for casting type, a mold

latter, and predetermined means for limit-

5 ing the range of adjustment of said screw.

32. In a machine for casting type, a mold

comprising a- mold base, mold blocks sup-
ported thereby, means for adjusting one of
~sald blocks to vary the size of the mold cav-
1ty, a top plate covering said mold blocks,

matrix mechanism carried by said top plate,

and means for adjusting said top plate si-

multaneously with said adjustable mold

comprising mold blocks, an adjusting screw
engaging one of sald blocks to move the

- 34. In a machine for casting type, a mold
comprising mold blocks, an ejector mounted

to reciprocate between said blocks, an ad-

60

justing screw engaging one of sald blocks to

~move the latter, predetermined means for

~ limiting the range of adjustment of said

65

lateral play of the other block.

screw, and means for permitting temporary

35. In a machine for casting type, a mold
comprising mold blocks, an ejector

ocated therein, predetermined !

plate to con-

V4

to reciprocate between said blocks, an ad-
Justing screw engaging one of said blocks to
nove the latter, and a filler block for limit-
Ing the range of adjustment of said SCTewW,
sald filler block being definitely propor-
tioned with relation to said ejector.

36. In a machine for casting type, 2 mold
comprising jet plates, mold blocks supported
thereby, an ejector, means for periodically
permitting a slight lateral play of one of
said mold blocks, and means carried by one
of said jet plates for guiding the last men-
tioned mold block in its movement.

- 37. In a machine for casting type, a mold
comprising jet plates, one of said jet plates
bemg provided with a rib, mold blocks sup-
ported by said jet plates, an ejector, and
means for permitting a slight lateral play
of one of said mold blocks, the last men-
tioned block being provided with a groove
recerving said rib. - _

58. In a machine for casting type, a mold,

“a pivotally supported matrix holder lever, a

swinging matrix box pivotally carried by
sald lever and constructed to support a ma-
trix, and means for operating said lever, said
matrix box being free to move independ-
ently of said lever as the latter is operated.
39. In a machine for casting type, a mold,
a matrix holder lever provided with an elon-
gated opening, a matrix box removably
mounted 1n said opening and constructed to
support a matrix, and means for operating
said lever, said matrix box being free to

“move independently of said lever as the lat-
‘ter 1s operated. |

40. In a machine for casting type, a mold,
a matrix holder lever provided with an elon-
gated opening, a matrix box constructed to
support a matrix, a pivot pin supporting
sald box in said opening, and means for oD~
erating said lever, said matrix box being
free to move independently of said lever as
the latter is operated. |

41. In a machine for casting type, a mold,
a matrix holder lever pivotally supported at
one end, means engaging the other end of said
lever to periodically rock the same, and a
matrix box pivotally supported intermediate
of the ends of said lever and constructed to
receive-a matrix.

42. In a machine for casting tyne, a mold,
a pivotally supported matrix holder lever, a
swinging matrix box pivotally supported in

said lever and constructed to receive g ma-

trix, a matrix clamp constructed to secure
the matrix in said box, and means for oper-
ating sald lever, said matrix box being free
to move independently of said lever as the
latter is operated. |

~43. In a machine for casting type, a mold,
a matrix holder lever, a matrix box pivot-

‘ally supported by said lever and constructed

to receive a matrix, a matrix clamp provided

mounted | with arms constructed to receive said box, a
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clamping screw codperating with said arms,
and means for operating sald lever, said ma-
trix box being iree to move 111clependently of
salcl lever as the latter 18 operated.
44. Tn a machine for casting type, a mold,
a matrix holder lever, a matrix box pwotally
supported by said lever, and constructed to
receive a matrix, a matrix clamp having

a yoke-like ])01'1,1011 the arms of which are
recessed to receive said matrix box, and

means for operating said lever, said matrix
box being free to move 1nde Jendmtly of said
lever as the latter is oper: a,tud

45, In a machine for casting type, a mold,
a matrix holder lever, a matrix box pwot—
ally supported by said lever and constructed
to receive a matrix, a matrix clamp con-
structed to secure the matrix in said box, a

euide engaging said clamp, and means f01

opelatmﬂ Sdld lever, said matrix box being
free to move 1ndepend(,ntly of said lever as
the latter 1s opemted

46. In a machine for casting type, a mold,
a matrix holder lever, a matrix box prOt‘lHy
supported by said lever and constructed to
receive a matrix, a matrix clamp constructed
to secure the matrix in said box, a removable
guide plate provided with a forked end en-

oaoing said clamp, and means for operating
said lever.

47. In a machine for casting type, a mold,
a matrix holder lever, a matrix box plvotally
supported by said lever and constructed to
receive a matrix, a matrix clamp construct-
ed to secure the matrix in said box, a guide
plate having one end constructed to guide
said clamp, a pivotally supported eye " bolt
engaging the other end of said ouide, and
means for operating said lever.

~48. In a machine for casting type, a ma-
trix box provided with ears, and bars con-
necting said ears to form a matrix receiv-
Ing pocket |

49. In a machine for casting type, a ma-
trix box of rectangular form having 1ts
corners nrovided with ears, and bars con-
necting said ears to form a matrix receiv-
1ng pocl{et

50. In a machine for casting type, a ma-
trix box provided with flanges hmrmﬂ CO11-
cidine slots, and bars secured 1n said slots
and connecting said ears.

51. In a machine for casting type, a ma-
trix box provided with ears, and bars con-
necting said ears to form a matrix receiv-
ne ]’)ocket said box being also provided
with an opening to recelve a pivot pin.

52. In a machine for casting type, a ma-
trix box provided with ears, "3'“11*8 connect-
ing said ears to form a matrix recelving

_pocket and means for clamping a matrix

in said pocket.
53. In a machine for casting tvpe, a ma-
trix box provided with fhnﬂes having coin-

963,790

" connectlncr said flanges to form a matrix

receiving pocket and means for clampmg

a matrix in said pocket.

54. In a machine for casting type, a ma-
trix box provided with ears, bars connecting
said ears to form a matrix recelving pocket,

a matrix clamp provided with arms hav-
ing recesses to receive sald box, said arms

bemo also provided with lips to fit over

the edﬂes of said pocket, and a clamping
screw carrled by said clamp and constructed

to engage sald box.

“In a machine for cas:tmg type a mold
pr 0?1ded with a loosely mounted mold block,
ineans for periodically exerting a ylelchnﬂ
pressure upon said block, a matrix lever
provided with means for supporting a ma-

trix, and means for operating said lever and

simultaneously controlling the pressure upon
said mold block.

56. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold
clamp lever pr rovided with means for en-

gaging one of said blocks, a matrix holder

Tever plowded with means for supporting
~and means for simultaneously

8 Mmatrix,
operating said mold clamp 1ever and said
matrix holder lever. |

57. In a machine tor casting type, a mold

comprising spaced apart mold blocLs an.

ejector working between said blocks, a mold
clamp lever, a pawl carried thereby, means
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for holding said pawl yieldingly in engage-

ment with one of said blocks, a matrix hold-
cer lever provided with means for support-
g a matrix, and means for simultaneously
operating said mold clamp lever and said
matrix holder lever. -

58. In a machine for casting type, a mold
comprising spaced apart mold blocks, an
ejector working between said blocks, a mold

100

105

(,lamp lever pr OVlded with means for en-

oaging one of said blocks, a mold clamp
oaoe adjustably connected with said mold
cLunp lever, a matrix holder lever pro-
vided with means for s supporting a matrix,

110

and means for simultaneously operating said

gage and said matrix holder lever.

59. In a machine for casting type, a mold
including a slhidable end bloch a clamp,
means 1101‘m.:1]]y tencding to hold said chmp
i engagement with said block, and means
for pemodlmﬂy moving sald chmp m op-
position to said holdmo means.

60. In a machine for casting type, a mold
including a slidable end block an oscﬂhtuw
clamp, means normally tendmﬂ to hold said

means for periodically moving said clamp
in opposition to said holding means.

61. In a machine for C&Stl‘ﬂﬁ type, a mold
including a shidable end block
member, a spring for holding said chmp

ciding slots, bars secured in said slots and | member normally n enoaoement with said

clamp in engagement with said block and

a clamp
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62. In a machine for casting type, a mold
including a slidable end block, an oscillating
clamp provided with a pawl-like finger,
means tending to hold said finger normally
in engagement with said block, and means

tor periodically disengaging said finger in

opposition to said holding means.
63. In a machine for casting type, a mold

1ncluding a slidable end block, an oscillating

clamp provided with a pawl finger, a spring
tfor holding said finger normally in engage-

ment with said block, and means for period-

1cally disengaging said finger.

64. In a machine for casting type, a mold
including a slidable end block having a
groove 1n 1ts Tront face, an oscillating clamp
provided with a finger, means tending to
hold said finger in engagement with the
grooved portion of said block, and means for
periodically moving said clamp in opposi-
tion to said holding means.

- 65. In a machine for casting type, a mold
including a slidable block, a clamp normally
engaging said block, means for periodically
cisengaging said clamp, a matrix holder
lever provided with means for supporting a
matrix, and means for successively operat-
ing said block and lever. o
- 66. In a machine for casting type, a mold
including a slidable end block, a clamp mem-
ber, a spring for holding said clamp member

normally 1n engagement with -said block

) - [ - » a j
means for periodically disengaging said

clamp, a matrix holder lever provided with.
means for supporting a matrix, and means

tor successively operating said block and said

lever. : |
67. In a machine for casting type, a mold
provided with spaced apart mold blocks, a
body ejector interposed between said blocks,

‘a jet ejector also interposed between said

blocks, and a reciprocating cross-head, said.
ejectors being constructed to removably en-

gage opposite points of said cross head.

68. In a machine for casting type, a mold

- provided with spaced apart mold blocks, a

00
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reciprocating ejector bar provided with a
T-end, a body ejector mounted between said
mold blecks, a jet ejector, said ejectors being
provided with notches arranged to engage
opposite projections of said T-end, and
means for adjusting said mold blocks to
conform to the size of said body ejector.

~ 69, In a machine for casting type, a mold
tormed of a plurality of relatively adjust-
able spaced apart mold blocks, an  ejector
interposed between said blocks, a recipro-
cable ejector bar with which said ejector is

- detachably connected, whereby ejectors of

different sizes may be substituted at will,
and means for adjusting said mold blocks to

‘reciprocating said ejector, a yieldingly

T

block, and means for periodically disengag- ] justing means including a filler block of
g said clamp. . '

predetermined dimensions.

~ 70. In a machine for casting type, a mold
formed of a plurality of relatively adjust-
able spaced apart mold blocks, an ejector
bar, an ejector detachably connected with
sald ejector bar and interposed between said

mold blocks, whereby ejectors of different
' s1izes may be substituted at will, and means

tor adjusting said mold blocks to conform
to the size of the ejector, said adjusting
means including a filler block definitely pro-
portioned with relation to the proportions
of the ejector employed. '

71. In a machine for casting type, a mold

comprising spaced apart mold blocks, an

ejector 1nterposed between said blocks,

‘means ror intermittently reciprocating said

ejector, means for holding one of said mold
blocks yieldingly against said ejector while

the latter is at rest, and means for periodic-

ally withdrawing said holding means to
permit a slight lateral play of said mold
block while the ejector is moving.

~ 72. In a machine for casting type, a mold
tormed with normally stationary spaced

‘apart mold blocks, an ejector interposed be-

tween said blocks, means for intermittently
reciprocating said ejector, a yieldingly
mounted finger for holding one of said mold
blocks against said ejector while the latter
1s at rest, and means for retracting said
finger to permit a slight play of the mold

block while the ejector is moving.

73. In a machine for casting type, a mold

formed with normally stationary spaced

apart mold blocks, an ejector interposed be-
tween said blocks, means for intermittently
reciprocating said ejector, a mold clamp
lever, means carried thereby for holding one

of said mold blocks against said ejector

while the latter is at rest, and means for
periodically operating said lever to remove
the pressure from said mold block while the
ejector 1s moving,

74. In a machine for casting type, a mold |

formed with normally stationary spaced
apart mold blocks, an ejector interposed be-
tween said blocks, means for intermittently
reciprocating said ejector, means for hold-
ing one of said blocks yieldingly acainst
sald ejector while the latter is at rest, means
tor permitting a slight play of said block

while the ejector is moving, and means for

varying the position of the other mold sec-

tion to vary the size of the mold cavity.

75. In a machine for casting type, a mold
formed with normally stationary spaced
apart mold blocks, an ejector interposed be-

g

tween said blocks, means for intermittently

mounted finger for holding one of said mold
blocks against said ejector while the latter

conform to the size of the ejector, said ad- | is at rest, means for slightly retracting said

65

70

79

80

89

90

35

100

105

110

115

120

125



16

15

10

finger to permit a corresponding play of
said mold block while the ejector 1s mov-
ing, and means for varying the position ot
the other mold block to vary the size of the
mold cavity.

76. In a machine for casting type, a mold
including spaced apart normally stationary
mold blocks and a movable end block, a
clamp for said end block, a rock shaft and
a single member on said rock shaft for suec-
cessively operating said block and clamp.

77. In a machine for casting type, a mold
including a movable end block, a rocking
clamp therefor, a rock shaft, and a single

member carried by said rock shatt for suc-

cessively operating said block and clamp.
78. In a machine for casting type, a mold
including a movable end block, a rock arm
provided with a finger arranged to engage
said block, a rock shaft, and a single mem-
ber carried by said rock shaft for suc-
cessively operating said block and clamp.
79. In a machine for casting type, a mold
including a movable end block, a clamp
therefor, a rock shaft, an -end-block lever
connected with said shaft and with said end
block, and means carried by said rock shatt
for operating said clamp.
 80. In a machine for casting type, a mold
including a movable end block, a clamp

therefor, a rock shaft, means operated by

said rock shaft for actuating said end block,
an operating member secured to said rock

shaft, and a link actuated thereby and con-
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nected to operate said clamp.
31. In a machine for casting type, a mold

including a movable end block, a spring

pressed clamp therefor, a rock shaft, means
actuated by said rock shaft for operating
said block, an operating member secured to
said rock shaft, and a link actuated thereby
and arranged to releasingly operate sad
clamp in opposition to the spring pressure.

32. In a machine for casting type, a mold
including a movable end block, a clamp
therefor, a rock shaft, means actuated by
said rock shaft for operating said end block,
an operating member secured to said rock

‘shaft, a link actuated thereby and arranged

to operate said clamp, a block secured to said
mold, and a spring carried by said block and
bearing against said lever.

33. In a machine for casting type, a mold

including spaced apart mold blocks, an
ejector working between said blocks, a rock
shaft, a matrix holder lever operated by
said rock shaft, and a plurality of cams sup-
ported by a single actuating member and
arranged to actuate said ejector and said
rock shatt.

34. In a machine for casting type, a mold
including spaced apart mold blocks, an
ejector working between said blocks, a rock

shaft, an operating member carried by said

shaft, a matrix holder lever connected with
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| said operating member, and a plurality of

cams supported by a single actuating mem-
ber and arranged to actuate said ejector and
said rock shatt. .

35. In a machine for casting type, a mold
including spaced apart mold blocks, and an

70

end block, an ejector working between said

mold Dblocks, a rock shaft, connections be-
tween said rock shaft and said end block,
an operating member carried by sald rock
shaft, a matrix holder lever connected with
said operating member, and a plurality of
cams supported by a single actuating mem-
ber and arranged to actuate said ejector and
said rock shaft. " --

36. In a machine for casting type, a mold
includinge spaced apart mold blocks, and an
end block, an ejector working between said
mold blocks, a matrix holder lever, a rock
shaft for operating said end block and said
matrix holder lever, and a plurality of cams
supported by a single actuating member and
arranged to actuate said ejector and said
rock shaft. _. _

87. In a machine for casting type, a mold
including spaced apart mold blocks, and an
end block, a clamp for said end block, an
ejector working between said mold blocks,
a matrix holder lever, a rock shaft for op-
crating said end block, said clamp, and said
matrix holder lever, and a plurality of cams
supported by a single actuating member and
arranged to actuate said ejector and said
rock shaft. _ _

88. In a machine for casting type, an
adjustable mold including a plurality of
mold blocks, an ejector mounted to recipro-

cate between said blocks, a rock shaft, and

‘means controlled by-said rock shaft for per-

mitting
blocks.

89. In a machine for casting type, an ad-
justable mold i1ncluding a plurality of mold
blocks, an ejector mounted to reciprocate be-
tween said blocks, a rock shaft, means con-
trolled by said rock shaft for permitting
a slight lateral play of one of said mold
blocks, and a plurality of cams supported
by a single actuating member and arranged

a slight lateral play of one of said

to actuate said ejector and said rock shatt.

90. In a machine for casting type, a mold
comprising spaced apart mold blocks, one of
which is provided with a groove, an ejector
working between said blocks, a yieldingly
mounted finger engaging said groove, a rock
shaft, means controlled by said rock shaft
for actuating said finger, and a plurality of

“cams supported by a single actuating mem-
ber and arranged to actuate said ejector and
sald rock shaft. | '

91. In a machine for easting type, an ad-

justable mold including spaced apart mold

blocks, an ejector mounted to reciprocate
between said blocks, a mold clamp lever
provided with means for engaging one of
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‘said mold blocks, a rock shaft for operating

said mold clamp lever, and a plurality of
cams supported by a single actuating mem-
ber and arranged to actuate said ejector and
sald rock shaft. I

- 92. In a machine for casting type, a mold
meluding a plurality of spaced apart mold

blocks, an ejector mounted to reciprocate

between said mold blocks, a mold clamp
lever provided with means for engaging
one of said mold blocks, a mold clamp gage

‘adjustably connected with said mold clamp

lever, a rock shaft connected with said mold

clamp gage, and a plurality of cams sup-

ported by a single actuating member and
arranged to actuate said ejector and said
- 93. In a machine for casting'type., a mold
including spaced apart mold blocks, an
eJector mounted to reciprocate between said

‘mold blocks, a mold clamp lever provided
‘with means for engaging one of said mold
‘blocks, a mold clamp gage adjustably con-

nected with said lever, a single pivot pin

common to said lever and gage, a rock shaft

connected with said gage, and a plurality
of cams supported by a single actuating
member and arranged to actuate said ejector
and said rock shaft. |

94. In a machine for casting type, 2 mold
‘including spaced apart mold blocks, an
“ejector mounted to reciprocate between said
mold blocks, a mold clamp lever provided

with means for engaging one of said blocks,
a mold clamp gage, a spring acting against
one end of said gage, means for adjustably
connecting the said lever with the other end
of said gage, a rock shaft arranged to rock
said gage against the tension of its spring,
and a plurality of cams supported by a
single actuating member and arranged to
actuate said ejector and said rock shatt.

95. In a machine for casting type, a mold
including spaced apart mold blocks, an
ejector mounted to reciprocate between said
blocks, a matrix holder lever provided with
means for supporting a matrix, a rock shaft
for operating said lever, means controlled by
sald rock shaft for permitting a shight lat-
eral play of one of said mold blocks, and
a plurality of cams supported by a single
actuating member and arranged to actuate
said ejector and sald rock shaft. _

96. In a machine for casting type, an ad-
justable mold including spaced apart mold
blocks, and an end block, an ejector mounted
to reciprocate between said mold blocks, a

~rock shaft constructed to operate said end
block, means controlled by said rock shaft
Tor permitting a slight lateral play of one

of saild mold blocks, and a plurality of cams
supported by a single actuating member and
arranged to actuate said ejector and said
rock shaft. ' _ -
97. In a machine for casting type, a mold

|

LA

including spaced apart mold blocks, and
an end block, an ejector mounted to recipro-
cate between said mold blocks, a clamp for
said end block, a rock shaft constructed to
operate said end block and clamp, means
controlled by said rock shaft for permitting

a slight lateral play of one of said mold

blocks, and a plurality of cams supported
by a single actuating member and arranged
to actuate said ejector and said rock shaft.
98. In a machine for casting type, a mold
including spaced apart mold blocks, and an
end block, an ejector mounted to reciprocate
between said mold blocks, a clamp for said
end block, a matrix holder lever provided
with means for supporting a matrix, a rock
shait constructed to operate said end block,
said clamp, and said matrix holder lever,

means controlled by said rock shaft for per-
85

mitting a slight lateral play of one of said
mold blocks, and a plurality of cams sup-
ported by a single actuating member and ar-
ran%'ed to actuate said ejector and said rock
shaft. ' .

99. In a machine for “casting type, a mold

ncluding an end block, a jet breaker, an

end-block lever, and means carried by said
lever for actuating said jet breaker.
-100. In a machine for casting type, a mold

1ncluding an end block, a spring pressed jet
breaker, an end-block lever for operating the
end block, and means carried by said lever
for actuating said jet breaker.

- 101. In a machine for casting type,a mold

mecluding an end block, a lever for operating

the same, a spring-pressed jet breaker, a
pawl carried by said lever and arranged to
engage sald jet breaker to move the same in
a direction to compress its spring, and means
for periodically disengaging said pawl.

- 102. In a machine for casting type, a mold
including spaced apart mold blocks, an
ejector working between said blocks, a ma-
trix holder lever, a rock shaft constructed to

operate said lever, molten metal mechanism,

and means for operating said ejector, said
rock shaft, and said molten metal mechan-
1Ism 1 time with each other.

103. In a machine for casting type, a mold
mcluding spaced apart mold blocks, and an
end block, an ejector working between said
mold blocks, a rock shaft, connections be-
tween said rock shaft and said end block, an
operating member carried by said rock

shaft, a matrix holder lever connected with

sald operating member, molten metal mech-
anism, and means for operating said ejector,
sald rock shaft, and said molten metal
mechanism in time with each other.

104. In a machine for casting type,a mold
Including spaced apart mold blocks, and an
end block, an ejector working between said

mold blocks, a matrix holder lever, a rock
shaft for operating said end block and said

matrix holder lever, molten metal mechan-
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ism, and means for operating said ejector, |

said rock shaft, and said molten metal mech-
anism 1n time with each other.

105. In a machine for casting type,a mold
including spaced apart mold blocks, and an
end block, a clamp for said end block, an
ejector working between said mold blocks, a
matrix holder lever, a rock shaft for oper-
ating said end block, said clamp, and said
matrix holder lever, molten metal mechan-
ism, and means for operating said ejector,
said rock shaft, and said molten metal mech-
anism in time with each other.

106. In a machine for casting type, a mold
including spaced apart mold blocks, one of
which is provided with a groove 1n its top
face, a yieldingly mounted finger engaging
said grove, an ejector working between said

‘mold blocks, a rock shaft for actuating said

finger, molten metal mechanism, and means
for operating said ejector, said rock shaft,

and said molten metal mechanism in time

with each other. -
 107. In a machine for casting type,a mold
including spaced apart mold blocks, and an
end block, an ejector mounted to reciprocate
between said mold blocks, a elamp for said
end block, a matrix holder lever providec
with means for supporting a matrix, a rock
shaft constructed to operate said end block,
said clamp and said matrix-holder lever,
means controlled by said rock shaft for per-
mitting a slight lateral play of one of said
mold blocks, molten metal mechanism, and
means for operating said ejector, said rock
shaft, and said molten metal mechanism 1n
time with each other. |

108. In a machine for casting type, a

mold including a plurality of independent

spaced apart normally stationary mold
blocks provided with complemental casting
faces, an ejector working between said
blocks, one of said blocks being constructed
to have a slight play with relation to said

‘ejector, means for imparting an intermittent

movement to sald ejector, molten metal

mechanism and means for locking the ifree

mold section against movement during the

operation of said molten metal mechanism.

109. In a machine for casting type, a mold
provided with a plurality of normally sta-
tionary mold blocks one of which 1s con-
structed to have slight play, an ejector for
said mold, an end block arranged to close
the mold cavity, means for imparting an in-
termittent movement to said ejector, molten
metal mechanism, and means for locking
said mold block and said end block against
movement during the operation of said
molten metal mechanism.

110. In a machine for casting type,a mold
provided with spaced apart mold blocks, an
ejector for said mold, one of said blocks be-
ing constructed to move relative to said

963,790

last mentioned mold block, means for im-
parting intermittent movement to said
ejector, molten metal mechanism, and means
for rendering said locking device operative
during the operation of said molten metal
mechanism. - |

111. In a machine for casting type, a mold
provided with spaced apart mold blocks, an
ejector mounted between said blocks, an end
block for closing the mold cavity, a spring

pressed locking device for engaging the

outer face of said end block, molten metal
mechanism, and means for rendering said
locking device operative during the opera-
tion of said molten metal mechanism.

112. In a machine for casting type, a mold
provided with a plurality of normally sta-
tionary mold blocks one of which 18 ar-
anged to have a shight lateral play, an
ejector, means for imparting an intermittent
movement to said ejector, an end block ar-
ranged to close the mold cavity, resilient
locking devices for said mold block and said
end block, and means for rendering said

locking devices operative during the opera-

tion of the molten metal mechanism.

118. In a machine for casting type,a mold -

including an end block, a clamp therefor, a.
matrix holder lever provided with means
for supporting a matrix, a rock shaft, and
an operating member carried by said rock
shaft and provided with means to suc-
cessively operate said clamp and said lever.

114. In a machine for casting type, a mold

including an end block, a clamp therefor, a

matrix holder lever provided with means
for supporting a matrix, a mold clamp gage,
a rock shaft, an operating member carried
by said rock shaft and provided with means
to successively operate said clamp, said gage,
and sald lever. o o
115. In a machine for casting type, a2 mold
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including an end block, a clamp therefor,

an ejector for the mold, a matrix holder le-
ver provided with means for supporting a-
matrix, a rock shaft, an operating member
carried by said rock shaft and provided with
means to successively operate said clamp and
said lever, and a plurality of cams support-
ed by a single actuating member and ar-
ranged to operate said ejector and said rock
shaftt. ' - -
116. In a machine for casting type,a mold
including an end block, a clamp therefor,
an ejector, a matrix holder lever, a mold
clamp gage, a rock shaft, an operating mem-
ber carried by said rock shaft and provided
with means for successively operating said
clamp, said gage, and said lever, and a plu-

rality of cams supported by a single actu-
“ating member and arranged to operate said

ejector and sald rock shaft. -
117. In a machine for casting type, a mold
including an end block, a clamp therefor, a

ejector, a resilient locking device for the ! matrix holder lever, a mold clamp gage, an
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ejector, a rock shaft, an operating member
carried by said rock shaft and provided
with means to successively operate said
and said lever, molten
for operating
sald cam, said rock shaft, and said molten

clamp, said gage,
metal mechanism, and means

metal mechanism in time with each other.

L
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In testimony whereof, I have signed this
specification in the presence of two subscrib-

Ing witnesses.
- ANDREW E. MILLER.
Witnesses:

Epwarp L. Bass,
RoserT H. Carg.
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