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UNITED STATES PATENT OFFICE. 
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To all whom it may concern: . 
Be it known that I, GnosvENoR Arran 

BURY, a citizen of the United States, residing 
in the city, county, and State of New York, 
have invented certain new and useful Im 
provements in Processes of and Apparatus 
for Making Concrete Slabs, of which the 
following is a description. 
My invention relates to the art of making 

large slabs or blocks of concrete and the like. 
In casting such large blocks or slabs to be 
used in walls and for similar purposes cer 
tain di?iculties have been encountered which 
unduly enhance the cost of the product. 
Consequently such separately cast large slabs 
or blocks have not come into use as building 
material to any extent, although they have 
attractive possibilities. 
One of the diiiiculties referred to above is 

that the fluid mass of concrete or similar 
material has so large an hydrostatic pres 
sure per unit volume that the resulting pres 
sures on the retaining surfaces are very high 
when casting a block of considerable size, 
and consequently the apparatus must be Very 
stiff in order to withstand such pressures 
without deformation. Since a building 
block must necessarily have true faces, the 
apparatus heretofore used has been very 
expensive with resulting high unit costs of 
product. Moreover, there has been the draw 
back in operating the previous apparatus 
that it was necessary to go into the mold 
space to clean and oil the surfaces before 
every casting operation, requiring that the 
apparatus be opened widely with a conse 
quent expenditure of floor space which is 
not economical. 
Having in mind the foregoing difficulties, 

the principal object of my invention is to 
provide a method of casting large blocks 
of concrete or similar material which shall 
permit the use of relatively inexpensive ap 
paratus. 
A second object of my invention is to pro 

vide a relatively inexpensive apparatus for 
casting large monolithic blocks or slabs, and 
one which shall economize space in propor 
tion to the output. 
A further object of my invention resides 

in the particular arrangement and combina 
tion'of parts hereinafter described. 

In the drawing, 
Figure 1 is a plan view of an apparatus 

Speci?cation of Letters Patent. Patented Jan. 6, 1920. 
Serial No. seams. ' 

for practising my improved process and em 
bodying my improvements in casting appa 
ratus. 

Fig. 2 is an elevational view of the appa 
ratus shown in Fig. 1, parts being removed 
and parts being shown in section for pur 
poses of illustration. 

Fig. 3 is a partial view in horizontal sec 
tion illustrating the construction of two of 
the diaphragms or jackets shown in Fig. 1. 

Fig. 4 is a detail view in perspective show 
ing a portion of one end of a mold space 
with the end member and diaphragms asso 
ciated with said space, and also one of the 
diaphragms associated with an adjacent 
space. 
In its general organization, the apparatus 

herein described is similar to that shown in 
my prior Patent Number 1,241,487. 
In the drawing, 1, 1, are side members, 

preferably of the same construction as the 
side members described and claimed in my 
said application, and of su?icient stiffness to 
withstand the full pressure of the material 
on one side thereof. 
The space between the members 1 1 is di 

vided into a plurality of mold spaces, such 
as 2, by means of diaphragms or jackets, 
such as 3. These jackets or diaphragms are 
relatively thin or light as compared with the 
members 1, and are of such thickness as to 
preserve a true surface when supported on 
one side against the hydrostatic pressure of 
the material. As shown in Fig. 1, I prefer 
to arrange the jackets 3 in pairs, the jackets 
of each pair being one on each side of a 
given mold space. The jackets next the sides 
or members 1 of course are supported 
against the hydrostatic pressure by said 
members, but the jacket of a pair which is 
not in contact with the side members is ar 
ranged to be supported by a jacket of an 
other pair, the two being arranged back to 
back in contact, as best illustrated in Fig. 
3, so that the hydrostatic pressures on the 
two adjacent and contacting jackets will 
balance when the fluid material in the two 
adjacent mold spaces is brought to the same 
level. The jackets 3 comprise face plates 
such as 3*‘, to the backs of which are secured 
I-beams 4, the free faces of said beams be 
ing planed so that two jackets may support 
each other properly when placed back to 
back. Moreover, the free surfaces of the 
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members 4 are lubricated so that they may 
slide one on the other, for a purpose which 
will hereinafter appear. 
The ends of the mold spaces 2 are closed 

by suitable end blocks such as 5. The blocks‘ 
5 project laterally beyond the line of the 
ends of the jackets 3, and it will be seen to 
be necessary to retract both the members 1, 
l and members 5, 5 from casting position 
in order to remove the casts. This is ac 
complished by curved spreader bars, such 
as 20, which coact with pins Q1 on the tops 
of the ends of the sides 1 and blocks 5, to 
spread apart the end pieces 5 at the same 
time the sides 1 are separated to remove the 
casts. Any suitable means (not shown) may 
be used to separate the side members 1 far 
ther than when in casting position. One 
suitable mechanism for this purpose is 
shown in my prior Patent No. 1,241387. 
Whenever desired, a single mold space, 

such as 2, may be divided into two or more 
parts by the use of supporter members such 
as that shown at 6, or by compound sup 
porters, such as illustrated at 7 . 
In the process of pouring the ?uid mate 

rial into the mold spaces, I maintain the 
level of the material approximately equal 
in all the mold spaces so that the hydro~ 
static pressures may be balanced on all the 
parts except the side members and the end 
members. In this way the necessary 
strength of the parts is reduced to the mini 
mum, the same being true also of the cost. 
The lower ends of the jackets 3 have se 

cured thereto angle irons such as 8, which 
serve as shelves to support the weight of the 
block, such as 21‘, when the same is being 
lifted. The space between the shelves 8 of 
a given pair of jackets is closed at the bot— 
tom by a chock block, such as 9. 
When it is desired to lift a block or slab, 

such as 2% from the apparatus, hooks may 
be engaged in holes, such as 10, (shown in 
Fig. i) at the ends of the jackets 3, and a 
pair of jackets with the inclosed block con 
veniently lifted by a crane hoist secured to 
the hooks, the lubricated surfaces of the 
jackets facilitating the removal of the same. 

I have designed my apparatus with a 
jacket on the face of each side member 1, 
since inthis way the side members do not 
need to be made with facings, the jackets 
serving this purpose.’ I consider this to 
be both more economical in first cost and to 
facilitate the operation of the apparatus. 
However, 1 consider it within my inven 
tion to provide the side members with fac 
ings and to omit the jackets at these points. 

It will be seen that I have illustrated an 
apparatus having a distance between sides 
1 equal only to two mold spaces and the as 
sociated, jackets, but it will be understood 
that my apparatus may be constructed of 
any desired dimensions and that my process 
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is equally applicable in the operation of ap~ 
paratus of greater size than that herein 
shown. 

It will be seen, moreover, that it is froi 
time to time desirable to apply moldings to 
the casting surfaces of the molds or boxes, 
so as to form corresponding molds in the 
castings. My new system of jackets makes 
it possible to do this quickly by substituting 
jackets having moldings thereon for those 
with plane surfaces, and also makes it pos 
sible to effect alterations in the jackets with 
out putting the entire casting apparatus out 
of business for the time required. 
Having thus described my invention, I 

claim: 
1. A method of simultaneously casting a 

plurality of cementitious slabs comprising 
pouring, into mold spaces separated by 
pairs of jackets bearing against one an 
other, the cementitious material in such man 
ner as to maintain the level of the material 
substantially the same in all said spaces. 

2. An apparatus for casting large slabs 
of cementitious material, comprising in com 
bination a pair of side walls of su?icient 
stiffness to maintain a true surface under 
full pressure of the material on one side 
thereof, and jackets arranged between said 
walls and dividing the space therebetween 
into mold spaces, there being two jackets 
back to back between adjacent mold spaces, 
said jackets being only of such sti?ness as 
to preserve a true surface when the pres 
sure of the material thereon is substantially 
balanced. 

3. An apparatus for casting large slabs of 
cementitious material comprising in com 
bination a pair of side walls, jackets divid 
ing the space between said walls into mold 
spaces, said ackets being arranged in pairs. 
on opposite sides of a given mold space and 
the jackets between two adjacent mold 
spaces being arranged back to back in con 
tact and readily slidable one on the other. 

ll. An apparatus for casting large slabs 
of cementitious material comprising in com 
bination a pair of side walls, jackets divid 
ing the space between said walls into mold 
spaces, said jackets being arranged in pairs 
on opposite sides of a givenmold space and 
the jackets between two adjacent mold 
spaces being arranged back to back and 
readily slidable one on the other, said jackets 
being only of such stiffness as to preserve a 
true surface when the pressure of the ma 
terial thereon is substantially balanced. 

5. An apparatus for casting large slabs 
of cementitious material comprising in 
combination a pair of side walls, jackets 
dividing the space between said walls into 
mold spaces, said jackets being arranged 
in pairs on opposite sides of a given mold 
space and the jackets between two adjacent 
mold spaces being arranged back to back in 
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contact and readily slidable one on the other, 
said jackets having supporting shelves or 
ledges secured near the lower edges there 
of, whereby a pair of jackets and its as 
sociated slab can be lifted together. 

6. A method of simultaneously cast 
ing a plurality of cementitious slabs com 
prising placing one of a pair of jackets on 
each side of each mold space .so that the two 
jackets between adjacent fnold spaces bear 
against each other, pouring the cementitious 
material into said mold spaces in such man~ 
ner as to maintain the level of the material 
substantially the same in all said spaces, 

8 

allowing the material to set, and withdraw~ 
ing each individual slab from the apparatus 
by applying a lifting force to the pair of 
jackets associated therewith. 

7. A casting apparatus for-casting con~ 
crete slabs comprising, in combination, side 
walls and jackets arranged parallel to said 

.side walls and dividing the space there 
between into mold spaces, said jackets be 

15 

ing arranged in pairs on opposite sides of ‘ 
the mold spaces so that jackets of adjacent 
pairs bear against each other. 
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