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The present invention relates to an improved method 
for automatically stripping molded articles, from the 
forms on which the articles are dried following the 
molding procedure, and to an apparatus for performing 
the method in an ef?cient and reliable manner. 

In present-day large scale molding of paper pulp ar 
ticles, such as shaped egg cartons, molding machinery is 
employed in which a plurality of shaped, perforate forms 
mounted on a movable support are immersed in a tank 
containing a watery slurry of paper pulp and subjected 
to a vacuum on one side of the form, whereby to cause 
the pulp to deposit on the external opposite shape sur; 
face of the forms. The form carrying support is next 
withdrawn from the tank and the deposited articles are 
transferred from the molding forms onto correspondingly 
shaped drying forms by which they are transported 
through a suitable oven or other drying chamber. When 
the molded cartons or other articles are thoroughly 
dried, they are stripped from the drying forms, imprinted, 
counted, stacked in nested relation, and packaged for 
shipment. 

Molding and drying apparatus of the sort referred to is 
now available which operates with satisfactory speed, 
reliability and ef?ciency. However, the problem of re 
moval of the dried cartons from the drying forms with 
comparable speed and efficiency, and especially with 
out danger of damaging the cartons in the process,_is 
one which has not yet been satisfactorily solved. ,The 
method and apparatus of the present application have 
been devised for that purpose. I 

It is a general object of the invention to provide an 
improved, expeditious and reliable method and appara 
tus for the removal of molded and dried cartons from 
drying forms as a phase of a continuous molding, trans 
ferring and drying procedure, preceding the preparation 
of the cartons for shipment and use. 
Another object of the invention is to provide a method 

and apparatus wherein sets of molded cartons or like 
articles on drying forms are transported on a chain con 
veyor through a drying oven, and are thereafter sub 
jected to the operation of a carton stripping device to 
simultaneously remove the articles in sets from the forms 
in a positive yet safe and reliable manner, without likeli 
hood of damage to the articles, to the forms or to the 
conveyor on which the drying forms are mounted. 
A further object is to provide, in association with a 

mechanism of the above sort, a gravity delivery system 
enabling the stripped cartons to be removed in sets to 
a remote point, which system employs a minimum of 
mechanisms apt to become inoperative or require repair 
or adjustment. 
A still further object of the invention is to provide an 

improved molded carton stripping apparatus which is 
operated in timed relation to the operation of the mold 
ing and transfer mechanisms of a commercial molding 
room installation, this apparatus includingv a reciprocable 
stripper head carrying gangs of carton stripping plungers 
adapted to engage each of the carton drying forms on 
a continuous or endless chain-type conveyor employed 
to transport the forms through the drier, and ‘the forms 
being of novel construction to cooperate with a gang 
stripper head of the sort referred to. 
Yet another object is to provide a stripper assembly of 

the type described in association with automatically act 
ing means, operated in timed relation to the plunger head, 
to support the conveyor medially of its side traclt‘ _mem~ 
bers during the operation of the aforesaid‘ gang plunger 
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mechanism, thereby avoiding de?ection, distortion or 
damage of the special forms carried by the conveyor, and 
contributing to the efficiency of the stripping operation. 
A speci?c object of the invention is to provide a 

continuous, endless conveyor for a stripping apparatus 
of the type referred to, said conveyor having a plurality of 
drying forms arranged in sets thereon and the means for 
mounting the forms on the conveyor being arranged to 
vacuum seal a set of forms with reference to one an 
other, so as to adapt the conveyor for use in conjunction 
with a vacuum type article transfer operation. 

Yet another object of the invention is to provide 
apparatus characterized by the combination with a 
plunger type stripping head and form carryingconveyor, 
as referred to in the preceding paragraphs, of an auto 
matically acting supporting head operated in timed rela 
tion to the operation of the stripping head to sustain the 
conveyor between the sides thereof and thereby prevent. 
damage or distortion to the conveyor or forms during the 
actual stripping operation. 

Another speci?c object of the invention is to provide, 
for use in a stripping apparatus, an improved form carry 
ing conveyor characterized by a set of like forms asso 
ciated with one another in an improved and strengthened 
relation to resist wear and tear, which relation also adapts 
the forms to be carried on the conveyor in receiving rela 
tion to a transfer mechanism and to have the forms 
transferred thereon by a combined vacuum-positive pres 
sure operation. 
A still further and more speci?c object of the invention 

is to provide a plural-form drying and/or transporting 
unit for apparatus of the above sort, in which each of 
the forms includes a plurality of distributed, spring 
biased stripper or ejector pins adapted to be actuated by 
the gang plungers of a stripper head. 

Another speci?c object is to provide a drying and con 
veying form of the above description in which the spring 
urged ejector pins are retracted with relation to the eX 
ternal surface of the form, thereby enabling the latter 
to readily receive molded articles from the similarly 
shaped forms of a molding machine. 

It is another general object of the invention to pro 
vide a molded article stripping installation including the 
combination of a plunger-type stripping mechanism and 
an improved and simpli?ed, automatically controlled, 
gravity-type delivery device by which the stripped forms 
are forwarded in gangs to a remote delivery point, from 
which they are subsequently transferred through inspect 
ing, printing, counting, stacking and packaging stations 
The foregoing statements are indicative in a general 

Way of the nature of the invention, but other and more 
speci?c objects will be apparent to those skilled in the 
art upon a full understanding of the construction and 
operation of the device. 
A single embodiment of the invention is presented 

herein for purpose of illustration, but it will be appre 
ciat‘e'd that the invention is susceptible of incorporation in 
other modi?ed forms coming equally within the scope of 
the appended claims. 

In the drawings, 
Fig. lis a fragmentary view in side elevation, gen 

erally illustrating the stripping mechanism of the present 
apparatus in its operative relation to the conveyor which 
transports molded articles on forms from the molding 
machine through a drier, and to the article delivery de 
vice which receives stripped articles from said mecha 
nism, which stripping mechanism, conveyor and de 
live'ry device constitute components of the apparatus of 
the ‘invention; 

Fig. 2 is a fragmentary view in front elevation, fur 
ther illustrating the above referred to combination, be 
ing partially broken away in the interest of clarity of 
detail; 

Fig. 3 is a schematic view, solely intended to show the 
general positional and operating relationship of certain 
elements of the conveyor and stripping mechanism; 

Fig. 4 is an enlarged fragmentary view illustrating 
the manner in which a plurality of drying forms are ar 
ranged on the continuous, chain-type conveyor of the 
system, whereby to constitute a rigid set or gang of forms 
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for each pair of links of the conveyor, each set vacuum 
sealed in the spaces between the respective forms; 

Fig. 5 is an enlarged view in section along a line cor 
responding to line 5-~5 of Fig. 4, further illustrating 
structural details of the article drying and transporting 
forms; 

Fig. 6 is a fragmentary view in front elevation showing 
certain of the article or carton delivery provisions as 
sociated with the stripping mechanism, also the T6121? 
tionship of the delivery provisions to the carton removal 
unit by which stripped and delivered cartons are trans 
poated for inspection, printing, stacking and packaging; 
an 

Fig. 7 is a view in transverse vertical section along a 
line corresponding to line 7--7 of Fig. 6, further showing 
the relationship of the carton delivery and removal de 
vices. 

Referring to Figs. 1, 2 and 6, the principal components 
involved in the apparatus or system to which the present 
invention relates are a continuous, endless, chain-type, 
form-carrying conveyor 10, onto which molded articles 
such as molded paper pulp egg cartons are transferred 
from a molding machine for transportation through a 
drying chamber or oven (not shown); a plunger-type 
carton ejecting or stripping mechanism 11, by which a 
set of six dried cartons are simultaneously removed from 
forms on the conveyor 10; a multiple chute delivery unit 
12 by which the stripped cartons are directed gravita 
tionally to a delivery point; and a belt-type discharge 
conveyor 13 (shown in Figs. 6 and 7) by which the 
cartons are received from the delivery unit and are aligned 
longitudinally and transported toward a disposal point 
for inspection, printing, counting, stacking, packaging 
and/or related operations involved in preparation for 
shipment. 

Although particulars of the carton molding, transfer 
ring and drying operations are not involved in the present 
invention, nevertheless a brief description thereof may 
facilitate an understanding of the invention, especially 
since the subject apparatus is operated in timed relation 
to the article molding and transfer mechanism, and since 
certain details of the form-carrying drier conveyor have 
been devised with particular reference to the transfer 
operation by which the molded articles are transferred 
from the molding machine to the drier conveyor. 
A conventional paper pulp molding machine of the 

rotary type includes a rotary support or cylinder of polyg 
onal shape, intermittently driven, on which sets of spe 
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cially shaped, liquid-permeable forms are successively ' 
immersed in a tank containing a watery slurry of paper ' 
pulp. When immersed the set of forms are subjected to 
a vacuum on one side thereof, causing the pulp to be de 
posited in a desired thickness, controlled by the elapsed 
time, degree of vacuum, composition of the slurry, etc., 
on the opposite side of the- respective forms. The cylin 
der then advances to bring the deposited or molded 
articles thereon to a transfer position out of the pulp 
slurry. 

Perforate drying forms which are of like shape, but 
reversed or complementary to those on the molding cylin 
der, are then nestingly engaged with the molded articles 
on the latter. The vacuum on the molding cylinder 
forms is now reversed and positive expelling pressure 
is applied. The side of the perforate drying forms op 
posite the engaged articles is simiultaneously subjected to 
vacuum to assist in transferring the cartons olf the mold 
ing cylinder and onto the drying forms for transporta 
tion through a drying oven or chamber. The drying 
forms are carried by an endless conveyor such as the 
conveyor 10 of the present apparatus. 

It is evident from the above that the supports by 
which the drying forms are mounted on the conveyor 10 
must be of a character to permit the efficient applica 
tion of suction to the rear of the forms during the trans 
ferring operation, and this is a feature in which one 
aspect of the invention resides. 
The conveyor 10 is driven longitudinally in synchro~ 

nism with the molding machine, as by means of suitable 
register pins on the molding cylinder engaging a drum 
or pulleys over which the conveyor is trained, or by 
other more or less conventional means, and thus moves 
intermittently in timed relation to the movements of the 
molding cylinder. 
With the cartons or other molded articles now securely 

drawn onto the forms on the conveyor 10, they are 
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4 
transported on one of two horizontally disposed reaches 
of the latter through an elongated drying chamber in 
which the cartons are appropriately dried during a step 
by-step traverse of the chamber. Leaving the chamber, 
the cartons are conveyed by the other horizontal reach. 
of the conveyor, specially designated by the reference 
numeral 14, through the stripping apparatus 11. This 
apparatus is driven intermittently, in timed relation to 
the conveyor movements, by means of the meshing 
beveled gears 15, 16, it being understood that the former 
is appropriately driven from the conveyor or other source 
operated in synchronism therewith. The power is ap 
plied to a speed reduction device, generally designated 
17, which in turn drives the main shaft 18 of the strip 
ping apparatus 11 in a suitable speed ratio and in a con 
tinuous, unidirectional sense. The reference numeral 18’ 
designates certain further clutch control and drive pro 
visions which are not germane to the present invention. 

Apparatus 11 includes a pair of identical, rigid upright 
side frames 19 which serve as supports and guides for 
various operating instrumentalities of the apparatus, like 
wise journaling the drive shaft 18 in appropriate bear 
ings. Frames 19 are sustained by a rigid supporting struc 
ture of any suitable sort, exempli?ed by the arrangement 
of I-beams illustrated in Figs. 1 and 2 and generally de 
signated by the reference numeral 20. 

Externally of the frames 19 the shaft 18 has rigidly 
secured thereto a pair of like eccentrics 21 and the eccen 
tric straps 22 associated with the eccentrics serve to drive 
the upwardly extending links 23 in a vertically reciprocat 
ing motion. These links are pivoted at the upper ends 
thereof (see Fig. 2) to the plunger-carrying stripper head 
24 which extends crosswise of the apparatus between 
frames 19. The head is guided for vertical reciprocation 
by a pair of slide blocks 25 secured to its sides, through 
which the head is connected to links 23, these blocks 
being slidably received in vertical ways 26 in the respec 
tive frames 19. 
The head 24 carries grouped gangs of downwardly pro 

jecting stripper plungers 27 which are ?xedly secured to 
the head in accordance with a predetermined arrangement, 
as determined by the particular shape or character of the 
articles transported by the conveyor 10, the plungers 27 
coacting with certain stripper or ejector pins carried by 
the traveling forms on the conveyor, more clearly illus 
trated in Figs. 4 and 5, to which reference should now be 
made. 

Conveyor 10 includes pairs of elongated parallel links 
28 on each of the opposite sides thereof which are spaced 
and pivotally articulated at their ends in a conventional 
manner, as indicated at 29. Track rollers 30 are rotatably 
mounted at these link pivots, also in a known fashion. 
The drying forms, which are carried in laterally aligned 

groups of six between the links of conveyor 10, are de 
signated 31. They are preferably of light weight, cast 
aluminum construction, being appropriately shaped for 
the reception of the molded pulp carton which is trans 
ferred thereto from the molding machine. Generally, 
each form presents a plurality of shaped projections 32, 
corresponding to the molded cellular depressions of the 
pulp carton, and a cover receiving section 33 adjoining the 
cell-shaped section. Spring biased ejector pins 34 are 
mounted in holes at appropriate points on the form 31 
for sliding movement in the holes, there preferably being 
one pin for each of the projections 32 and several for 
the cover section 33. They are equally spaced, preferably 
at the corners of the latter, in the interest of securing a 
uniformly distributed ejecting thrust on the molded carton 
when the pins are actuated, thereby in turn insuring the 
proper stripping of the carton without distortion or tear 
ing. 
The pins 34 are provided with enlarged lower heads 35 

which seat or nest in shallow recesses 36 in the outer ends 
of the projections 32 and cover section 33, as clearly illus 
trated in Fig. 5, and they extend rearwardly through 
tapered throat openings 37 in rearwardly projecting, in 
tegral extensions 38 of the form. Extensions 38 serve to 
center the coil compression springs 39 surrounding the 
pins 34, the springs acting against abutment rings 40 se 
cured to the pins, to the end that the pins are normally 
urged rearwardly, as illustrated in Fig. 5, with the heads 
35 thereof housed in the forward form recesses 36. The 
forms 31 are of perforate character for the application 
of vacuum to articles thereon, but illustration of this 
speci?c feature is omitted for simplicity. 
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As stated above, the cartons are transferred onto forms‘ 31 by suction applied to the rear of the’fcrms. 
The throat openings 37 assist as ports through which this 
suction is made effective onv the carton when the latter is 
engaged by the form. It follows that in order for the 
vacuum to be effective, the remainder of the group or set 
of forms between a given pair of conveyor links must be 
sealed against leakage over the area rearwardly thereof 
which is exposed to the source of vacuum. This is accom 
plished by a special construction of the shaped welded 
aluminum support 41 on which the set of forms 31 is 
secured. 
The support 41 comprises a pair of like, elongated, gen 

erally U-shaped end members 42, rolled or extruded, 
which extend crosswise of the conveyor, the side members 
43 of like construction and cross sectional shape which 
when butt welded to the ends of the members 42, consti 
tute, a rectangular, ?ushsurfaced frame, and the inter 
mediate plate-like cross ?llers 44, which are butt welded 
to upper ?anges of the respective end members’ 42 to ex 
tend lengthwise of the conveyor. These parts ‘42, 43, 44 
present a rigid hollow, boxalike support having‘ a plu 
rality of rectangular openings 45 over which the forms 31 
are disposed and held in ?xed relation, as by the screw 
and nut provisions 46. -. 
The above conveyor form assembly is air-tight and 

vacuum-sealing over the area of any given group of forms 
31, yet the groups are hingedly articulated ‘to one another 
by the conveyor links 28 for free passage past the trans 
fer station of the molding system, i. e., over a polygonally 
shaped drum (not shown) at that station. The individual 
supports are strong and rigid as well as light in weight. 
Each support is appropriately secured to a pairyof ‘con 
veyor links 28, or to shim elements 47 on the links, as 
by welding along the side thereof. 

It will be understood that as the conveyor 10 pauses in 
its intermittent movement beneath the stripper head 24 
and between the apparatus frames 19, the ‘head descends 
‘and the plungers 27 thereof engage the ejecting pins 34 
associated with the conveyor-carried forms, 31. This 
causes the group of cartons on a group of forms to be 
stripped from the latter, gravitating through a deilvery 
chute system to be subsequently described. In order 
to partially support the conveyor 10 during stripping, the 
side rollers 30 thereof are carried on ‘horizontal parallel 
tracks 50 which are mounted on angle irons ‘51 secured 
to the frames 19, as illustratedin Fig. 2. These track 
provisions are but part of the ‘elongated support for the 
drying conveyor along which the latter travelsin travers 
ing the drying oven, and it is evident that with only this 
amount of vertical support at its extreme sides the con: 
veyor and forms 31 or form supports 41 thereon would 
be subject to vertical springing or distortion under the 
thrust of the stripping plungers 27. Therefore, the ap 
paratus includes a further, transversely extending, c-on~ 
veyor sustaining head 52 which is mounted on sildes 5,3 
appropriately guided in lower extensions of the ways 26 
of the upright machine side frames 19. , 
Head 52 is provided with. a plurality of upwardly ex 

tending, elongated, plate-like, thrust sustaining ribs 54 
which engage the form‘ support41 at spaced points bea 
tween the sides thereof, preferably at the areas of ?ller 
plates 44, ‘when the head 52 is elevated to the position 
shown in Fig. 2. This movement takes place coincident 
with or just prior to the downward stroke of the plunger ' 
head 24 and is produced by a pair of cams 55 secured to 
the main drive shaft 18. The cams, act on cam ‘followers 
56 connected by thrust links 57 with the respective slides 
53. Thus the forms are stably supported against distort‘ 
ing stress in actual stripping operation, which, if not prop 
erly safeguarded against, would result in early damage 
to the forms or form supporting provisions on the con 
veyor 10, particularly with respect to the vacuu‘thseal 
ing function thereof. - 

Properly stripped from forms 31 by the above de 
scribed instrumentalities, a set of six of the molded can 
tons drops downwardly into the enlarged, V-shap'ed 
throat portion 60 of the chute structure 12 of the-appara 
tus. This chute structure includes a plurality of indi 
vidual, laterally separate chutes 61, ‘one for each ‘of the 
six forms 31 of a given set on conveyor 10. The chutes 
are provided with elongated top or side openings- 62' for 
easy access to the cartons‘ in theev'ent of jamming‘,- like 
wise to eliminate air compressive resistance to‘ fall or 
the cartons. They are shaped» touch-ver- at an-‘yidei 
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6 
sired point remote from the stripping station and the 
delivery ends 63 of the chutes are supported by brackets 
4 on a rigid plate-like support 65. They deliver in 

vertically spaced, laterally overhanging relation to the 
discharge conveyor 13, as illustrated in Figs. 6 and 7. 
A carton release timing mechanism, generally desig 

nated v66, is associated with the delivery ends of chutes 
61, as illustrated in Figs. 1 and 6, being actuated in timed 
relation to the operation of the stripper apparatus 11 
to release cartons from the chutes 61 in groups of six 
each, the released cartons falling onto the conveyor 13. 
The control mechanism comprises an elongated, trans 
versely extending rod 67 disposed above the delivery 
ends 63 of the chutes and pivotally supported adjacent its 
ends by brackets 68 which are secured to the endmost 
chutes. Rod 67 has a plurality of retaining dogs 69 
?xedly applied thereto in vertical alignment with the 
top opening 62 of the respective chutes 61. An actuating 
arm 70 is applied to one end of the rod, this arm being 
pivotally connected at 71 to an actuating link 72. Link 
72 extends upwardly and is in turn pivotally connected by 
a universal connector 73 to a lever 74 which is medially 
pivoted on the supporting frame 20 of the apparatus. 
The opposite end of the lever 74 is connected by an ac 
tuating rod 75 with the plunger head actuating rod 23, 
whereby the control rod 67 is oscillated in synchronism 
with the movements of the stripping plunger head 24. 
As the head descends, the dogs 69 swing downwardly to 
support the series of cartons in each of the chutes 61. 
As the head retracts upwardly, the dogs likewise rise 
to permit the endmost group or groups of cartons in 
the chutes 61 to be pushed outwardly from the latter, 
dropping onto conveyor 13. 

Conveyor 13 is of a generally conventional belt type, 
including a supporting frame 77 having angled upstanding 
side plates 78 and a number of belt pulleys which are 
brackebsupported by the frame 77. These include the 
end pulleys 79, 80, the pivoted belt tensioning pulley 
81, and a pair of intermediate pulleys 82, 83. The 
upper reach 84 of an endless belt 85 trained about the 
aforesaid pulleys travels along a hat table surface_86 
of the conveyor, as illustrated in Fig. 7, and a plurality 
of restraining ?aps or gates 87 are freely pivoted at points 
between the respective chutes 61 to depend downwardly 
toward the upper belt reach. Gates 87 ‘are for the pur 
pose of maintaining cartons dischargedonto the con 
veyor 13 in end-to-end engagement with one another as 
they are advanced on the upper belt reach 84. A plu 
rality of shaped carton aligning elements 89 positioned 
to one side of the said reach 84 insure that the cartons 
are individually urged toward one side of the belt as 
they traverse conveyor 13 hence are delivered from that 
conveyor for subsequent operations in uniform, closely 
spaced, and longitudinally aligned relation to one another. 

It is believed that the operation of the above apparatus 
and the carton stripping method which it performs will 
be understood from the above with no more than a gen 
eral description. The cartons are picked up from the 
molding machine of the system by suction applied to 
the rear of the forms 31, this in turn being made possible 
by the special sealed construction of the respective chain 
carried supports 41 on which groups of the forms are 
mounted. The molded articles are transported by con 
veyor 10 through a drying chamber or oven by an inter 
rnittent movement, and when dried are presented to the 
stripping apparatus 11 in vertically aligned relation to 
its plunger head 24. During a pause in the conveyor 
movement, the thrust sustaining head 60 is elevated by 
earns 55 and cam followers 56 into supporting engage 
ment of its ribs 54 with the form supports 41 between 
successive forms 31 on the latter. The plunger head 
24 descends and its gangs of’ plungers 27 engage and 
depress the form-carried stripper pins 34 against the 
resistance of the individual pin springs 39, thus strip 
ping the car'ton from the form by a uniformly applied 
and distributed, nondestructive thrust. The stripped 
cartons fall into the enlarged throat 60 of the respec 
tive gravity chutes 61 and are intermittently released 
onto the conveyor 13 by the pivoted dogs 69. 
The dogs 69 check the speed of the descending articles 

and serve as timers for the uniform, simultaneous delivery 
of a group or set of articles from the various chutes. 
Some of the latter may be of unequal length, hence the 
importance of a suitable delivery control provision is 
evident. I > _ 

-‘ It is evident that the apparatus requires only‘ infre 
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quent inspection in the operation thereof, being entire 
ly automatic in character. It is relatively simple and 
inexpensive in its parts, and it coordinates or equalizes 
the carton stripping operation, with regard to factors of 
speed, safety and reliability, with the other related 
operations of molding, transferring and drying per 
formed by the system of which the apparatus is a part. 

I claim: 
1. A molded article stripping apparatus, comprising 

a supporting frame, an endless driven conveyor guided 
past said frame, said conveyor comprising a plurality of 
shaped article carrying forms pivotally articulated in 
flat sets to one another, each of said forms being provided 
with ejecting pins mounted for movement therethrough 
transversely of the direction of movement of the con 
veyor, a plunger head, means guiding said head for move 
ment on said supporting frame across the path of said con 
veyor at a right angle to said path and to the plane of a set 
of forms in the line of movement of the head, said head 
being engageable with said ejecting pins to thrust the 
same against and strip an article from the form, a sus 
taining head, means guiding said sustaining head for 
movement on the opposite side of said conveyor path, and 
in the line of movement of said plunger head, into sus 
taining engegement with said forms in opposition to 
said plunger head, and means for actuating said plunger 
and sustaining heads for said movements. 

2. A molded article stripping apparatus, comprising 
a supporting frame, an endless driven conveyor guided 
past said frame, said conveyor comprising a plurality 
of rigid, substantially ?at, plate-like form supports each 
provided with a plurality of laterally spaced holes and 
having a set of shaped article carrying forms removably 
mounted over the respective holes thereof, said form sup 
ports being pivotally articulated to one another, each of 
said forms being provided with ejecting pins mounted 
for movement therethrough transversely of the direction 
of movement of the conveyor, a plunger head, means 
guiding said head for movement on said supporting frame 
across the path of said conveyor at a right angle to said 
path and to the plane of a set of forms in the line of 
movement of the head, said head being engageable with 
said ejecting pins to thrust the same against and strip an 
article from the form, a sustaining head, means guiding 
said sustaining head for movement on the opposite side 
of said conveyor path, and in the line of movement of said 
plunger head, into sustaining engagement with said form 
supports in opposition to said plunger head, and means 
for actuating said plunger and sustaining heads for said 
movements. ' ‘ 

3. A molded article stripping apparatus in accordance 
with claim 1, in which a plurality of gravity delivery 
chutes are positioned in receiving relation to the forms of 
said respective sets to receive articles stripped therefrom. 

4. A molded article stripping apparatus in accordance _ 
with claim 3 which includes means'operated in timed 
relation to the operation of said heads to control the dis 
charge of articles from said chutes. 

5. A molded article stripping apparatus, comprising 
an endless, articulated chain-type, intermittently operated 
conveyor, a supporting frame past which said conveyor 
is guided in the intermittent movement thereof, said con 
veyor comprising a plurality of articulated, laterally ex 
tending, form supports each provided with a plurality 
of laterally spaced holes and having shaped article carry 
ing forms mounted in ?at sets over the respective holes 
thereof, means removably securing said forms in ?uid 
tight relation to said holes, stripping means including a 
plunger head, means guiding said head for reciproca 
tion on said frame transversely of the conveyor move 
ment and at a right angle to the plane of said form 
sets to engage and simultaneously strip groups of articles 
from said forms. a sustaining head, means guiding said 
sustaining head for reciprocation on said frame on the 
opposite side of said conveyor and in line with the move 
ment of said plunger head into sustaining engagement ‘ 
with said support between the forms thereof, and means 
for reciprocating said plunger and sustaining heads. 

6. A molded article stripping apparatus in accordance 
with claim 5, in which a plurality of chutes are positioned 
in receiving relation to the respective forms to receive 
groups of articles stripped by said stripping means, and 
which includes means operated in timed relation to the 
operation of said heads to control the discharge of 
articles from said chutes. 

7. A stripping apparatus, comprising a longitudinally 

Ct 

10 

20 

25 

30 

35 

40 

45 

60 

70 

SO 

8 
moving conveyor provided with a plurality of sets of 
forms spaced transversely of the path of conveyor move 
ment, a reciprocatory stripping member past which said 
conveyor moves, means actuated by said member and 
intermittently engageable with articles on said forms to 
simultaneously eject a plurality of articles therefrom, 
means to reciprocatorily operate said stripping member, 
a plurality of open sided trough-shaped gravity delivery 
chutes having receiving portions in vertically aligned 
receiving relation to the respective forms of said sets, 
escapernent means positioned adjacent the delivery end 
of each of said chutes and acting to retard and control 
the discharge of articles therefrom, said escapernent 
means acting through the open sides of the chutes, and 
means operatively connected to the operating means for 
said stripping member to actuate said escapernent means 
in timed relation to the operation of said stripping 
member. 

8. A stripping apparatus, comprising a longitudinally 
moving conveyor provided with a plurality of sets of 
forms, spaced transversely of the path of conveyor move 
ment, each including spring-urged stripper pins acting 
transversely of the direction of movement of the con 
veyor, a reciprocatory stripping member past which said 
conveyor moves which is intermittently engageable with 
the pins of said forms to simultaneously eject a plurality 
of articles therefrom, means to reciprocatorily operate 
said stripping member, a plurality of trough-shaped grav 
ity delivery chutes having receiving portions in vertically 
aligned receiving relation to the respective forms of 
said sets and each having a delivery end remote from 
its receiving portion, escapernent means positioned ad 
jacent the delivery end of each of said chutes and acting 
to retard and control the discharge of articles therefrom, 
and means operatively connected to the operating means 
for said stripping member to actuate said escapernent 
means in timed relation to the operation of said stripping 
member. 

9. An article stripping mechanism, comprising a mov 
ing conveyor having a plurality of rigid individual plate 
like supports hingedly articulated in straight line longi 
tudinal succession along the sides thereof, each of said 
supports comprising a ?uid impervious surface provided 
with a plurality of holes spaced transversely from one 
another in relation to the line of articulation of the sup 
ports, said supports having shaped forms removably se 
cured about outer margins thereof to said support in 
covering relation to said respective holes, said holes and 
forms being substantially coextensive in size at the meet 
ing area of the forms and supports and said forms each 
being in ?uid-tight relation to said support at said outer 
margin, said forms each being provided with a plurality 
of ejector pins mounted for movement therethrough 
transversely of said support surface into ejecting engage 
ment with articles on said forms, and a stripping device 
past which said conveyor is intermittently moved, said 
stripping device comprising a plunger head engageable 
with said pins, a sustaining head oppositely engageable 
with said supports, and means to move said heads toward 
and away from one another. 

10. An article stripping mechanism, comprising a con 
veyor having a plurality of rigid individual, plate-like 
supports hingedly articulated in straight line longitudinal 
succession along the sides thereof, each of said supports 
comprising a ?uid impervious surface provided with 
a plurality of holes spaced transversely from one another 
in relation to the line of articulation of the supports, 
said supports having shaped forms removably secured 
about outer margins thereof in rigidly ?xed relation to 
said support and in covering relation to said respective 
holes, said holes and forms being substantially coex 
tensive in size at the meeting area of the forms and sup 
ports and said forms each being in ?uid-tight relation 
to said support at said outer margin, said forms each 
being provided with a plurality of ejector pins mounted 
for movement therethrough transversely of said support 
surface into ejecting engagement with articles on said 
forms. 

11. An article stripping mechanism, comprising a con 
veyor having a plurality of rigid individual, plate-like 
supports hingedly articulated in straight line longitudinal 
succession along the sides thereof, each of said supports 
comprising a ?uid impervious surface provided with a 
plurality of holes spaced transversely from one another 
in relation to the ‘line of articulation of the supports, said 
supports having shaped forms removably secured in 
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rigidly ?xed relation thereto and in covering relation to 
the respective holes, the forms each being secured at 
their rear and about their outer side margins to said 
support, in ?uid-tight relation at said margins to said 
support, and being substantially coextensive in area at 
said margins with said respective holes, said forms each 
comprising a hollow, forwardly enclosed member pro 
jecting forwardly and outwardly of said support surface 
from said secured margin of the form, and an ejector 
pin mounted for movement within said hollow projecting 
member and through a forward portion thereof into 
ejecting engagement with an article on the outer surface 
of said form. 

5 

16 

2,703,041 
10 

References Cited in the ?le of this patent 

2,238,698 

UNITED STATES PATENTS 

Collins ______________ __ Nov. 17, 
Standish _______________ _ .Feb. 2, 
Kelleher _____________ __ Apr. 18, 
Kelleher _____________ __ Oct. 31, 
McManus ____________ __ Mar. 2, 
Swift ________________ __ Nov. 1, 
Robinson ____________ __ Dec. 11, 
Martlin _____________ __ June 28, 
Belcher ______________ __ May 1, 
Groset et al ___________ .. June 12, 
Walters ______________ __ July 24, 
Healy _______________ __ July 24, 
Knaust ______________ __ Apr. 15, 

1914 
1915 
1916 
1916 
1926 
1927 
1928 
1932 
1934 
1934 
1934 
1934 
1941 


