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This invention relates to the manufacture of 
candles and refers particularly to the production 
of candles by the So called hand-dipped method. 
Candles made in this manner possess a more 
pleasing appearance than molded candles and 
are generally considered a better product. As 
the name implies, a hand dipped candle is one 
formed by dipping a wick into a bath of molten 
Wax or paraffin, allowing the coating accumulated 
on the Wick to cool, and repeatedly alternately 
dipping and cooling the gradually formed candle 
until the desired body and diameter has been attained. 

Heretofore the manufacture of such candles 
has been a slow hand operation. The present 
invention has as an object to provide an improved 
and considerably cheaper method of making 
dipped candles which, though it employs ma 
chines or mechanical apparatus nevertheless 
produces candles having the authentic hand dipped appearance. 
It is also an object of this invention to provide 

a novel apparatus to facilitate the practice of 
the improved method of this invention. 
More Specifically it is an object of this inven 

tion to provide an apparatus in the nature of an 
endless conveyor for repeatedly alternately dip 
ping groups of Wicks and partially formed candles 
into a bath of molten wax or paraffin and carry 
ing the Same around a defined path to cool and 
harden the coating gradually built upon the 
WickS. 
Another object of this invention is to provide 

a frame or rack to which a large number of 
Wicks may be quickly and easily attached and by 
which the wicks are attached to the conveyor 
device to be repeatedly dipped into the bath of 
molten Wax or paraffin. 
Another object of this invention is to provide 

a machine for efficiently and quickly attaching 
a large number of wicks to the carrying frames 
or racks. In this connection, it is a further object 
of this invention to provide a machine for simul 
taneously attaching a large number for wicks 
to a carrying frame or rack after being pre 
coated with Wax or paraffin so that the wicks 
depending therefrom will be stiff to more readily 
enter the bath of molten Wax or paraffin upon initial dipping. 
Another object of this invention is to provide 

a novel device for severing the lower tapered 
ends of the finished candles and shaping the 
butt ends thereof. 
With the above and other objects in view, which 

Will appear as the description proceeds, this in 
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Vention resides in the novel construction, Com 
bination and arrangement of parts and in the 
novel method and procedure substantially as 
hereinafter described, and more particularly de 
fined by the appended claims, it being understood 
that such changes in the precise embodiment of 
the hereindisclosed invention may be made as 
COme Within the Scope of the claims. 
The accompanying drawing illustrates One con 

plete example of the physical embodiment of the 
invention constructed in accordance with the 
best mode so far devised for the practical appli 
cation of the principles thereof, and in which: 

Figures 1 and 1d together constitute a Side 
elevational View of the conveyor-like appara 
tus by means of which groups of wicks and par 
tially finished candles are repeatedly alternately 
dipped into a bath of molten Wax or paraffin and 
carried around a defined path to cool the same 
between dippings, said views being somewhat diagrammatic; 
Figure 2 is an end view of the conveyor struc 

ture shown in Figures 1 and 1a; 
Figure 3 is a croSS-Sectional view on an enlarged 

Scale taken through one of the runs of the con 
Weyor structure on the plane of the line 3-3 in 
Figure 1, said view showing the manner in which 
the individual Wick and candle carrying frames 
or racks are connected to the conveyor; 
Figure 4 is a perspective View showing a portion 

of one of the wick and candle carrying frames 
or racks; 

Figure 5 is detail sectional view taken through 
a portion of the frame or rack and illustrating 
the manner in which the Wicks are held in place 
thereon; 

Figure 6 is a view in side elevation of the ma 
chine for attaching the wicks to the individual 
frames or racks; 

Figure 7 is a horizontal Sectional view through 
Figure 6 on the plane of the line 7-7 with part 
of a Wick and candle carrying frame or rack in 
position thereon and with portions of the wicking 
machine broken away to illustrate structural 
details; 

Figure 8 is a vertical sectional view through 
that portion of the wicking machine which ac 
commodates the Wick and candle carrying frame 
or rack showing a frame or rack in position to 
receive the ends of the wicks, said view being 
taken on the plane of line 8-8 of Figure 7; 

Figure 9 is a vertical sectional view through the 
wicking machine taken from the front on the 
plane of the line 9-9 in Figure 7, said view show 
ing a wick and candle receiving frame or rack 



2,478,202 
3 

in position and open to receive the wicks, and 
having the medial portion of the structure broken 
away to enable the two sides of the machine to be 
illustrated; Figure 10 is a view similar to Figure 9 but 
showing the frame or rack elevated to a prede 
termined height to draw lengths of wick-forming 
Strand material from the spools and also showing 
the guide board raised preparatory to severing the 
Wicks; Figure 11 is a perspective view of a knife which 
may be used in severing the wicks-by sliding the 
same acroSS the top of the guide board sown in 
Figure 10; 

Figure 12 is a front view of the machine for 
severing the lower tapered ends of the finished 
candles and subsequently shaping the butt ends 
thereof; Figure i3 is a side view of the machine shown in 
Figure 12; 

Figure 14 is a detail perspective view showing 
the manner in which the lower tapered ends of 
the finished candles are cut off; Figure 15 is a detail perspective view showing 
the adjustable stops, the selection of which de 
termines the length of the candles; and 

Figure 16 is a detail sectional view illustrating 
the manner in which the butt ends of the candles 
are shaped. 

Referring now more particularly to the ac 
companying drawings in which like numerals in 
dicate like parts throughout the several views, the 
numeral designates a tank adapted to hold a 
bath of molten wax or paraffin and into which the 
Wicks of partially formed candles are repeatedly 
and Successively dipped by a conveyor structure 
indicated generally by the numeral 2. The con 
veyor structure is mounted on a suitable frame 
which may be formed of tubing as shown. 

This frame has uprights 3 connected by side 
rails 4 and cross bars 5. The cross bars 5 rigidly 
tie together the two sides of the frame as shown 
in Figure 3. Tracks 6 are mounted on the up 
rights to Support horizontal stretches of endless 
roller type conveyor chains . These chains, one 
at each side of the frame, are trained over suitably 
Spaced Sprocket wheels or guide rollers 8 so that 
the chains travel in unison around a relatively 
long path. This path may take any pattern ex 
cept that over the tank the chains have an abrupt 
down Ward and upward run 9. 
Any Suitable means for driving the chain con 

veyor may be employed as for instance, an elec 
tric motor 0 drivingly connected with the several 
horizontal runs of the chain conveyor through a 
Sprocket chain transmission indicated generally 
by the numeral f f. 
As shown in Figure 3, the conveyor chains at 

opposite sides of the frame are connected by cross 
bars 12. These cross bars are arranged at spaced 
intervals along the conveyor and each is adapted 
to have a Wick or candle carrying frame 3 at 
tached thereto. The wicks and partially finished 
candles carried by these frames or racks hang 
therefrom in spaced apart relationship to be re 
peatedly dipped into the bath of molten wax or 
paraffin as the frames or racks travel down and 
up the vertical run 9 of the conveyor. Between 
dippings the freshly accumulated wax or paraffin 
coating is cooled and set as the frame or rack is 
carried around the defined path of the conveyor 
chain. 

It is, of course, to be understood that the con 
Weyor chain travels at a rate of speed so chosen 
With respect to its length that adequate cooling 

10. 

5 

4. 
of the freshly applied coating is accomplished. 
Likewise the speed of travel of the conveyor chain 
is such that freshly loaded frames or racks may 
be manually applied to the Cross bars 2 as they 
travel along a horizontal stretch 4 at the end of 
the conveyor unit opposite the tank , while 
frames or racks carrying finished candles may be 
removed at this point. Mechanical loading and 
unloading devices might be employed for this pur 
pose, but it has been found satisfactory to manu 
ally apply and remove the frames or racks. 

Each frame or rack 3 consists of two side rails 
5 preferably of angle iron connected at their ends 
by rails 6. The side and end rails 5 and 6 
define a rectangular open frame, and extending 
transversely across this open frame are cross 
bars 7. The bars 7 are V-shaped in cross-sec 
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tion, and are welded or otherwise secured to the 
horizontal flanges of the side rails 5. 
A latching or locking structure indicated 

generally by the numeral 8 cooperates with the 
Cross bars 7 to hold or grasp the wicks. This 
latching or locking structure consists of a plu 
rality of parallel Spaced transverse angle mem 
bers 9 Welded or otherwise secured to three longi 
tudinal rails 20. The spacing between adjacent 
croSS bars 9 corresponds to the spacing of the 
V-shaped cross bars 7. Consequently, the latch 
ing or locking structure 8 may occupy a posi 
tion in which the vertical flanges of its cross bars 
9 align With and enter the troughs of the 
V-shaped cross bars 7. In such a position, the 
vertical flanges of the cross bars 9 can clamp 
Wicks W to the frame or rack. 

This Operative Wick clamping position is de 
fined by the engagement of guide pins 2 pro 
jecting from the outer most longitudinal rails 
20, in the vertical portions of right angular guide 
slots 22 in the upright flanges of the side rails 
5. Upon lifting the latching and locking struc 
ture and shifting the same horizontally as de 
fined by the entry of the guide pins into the hori 
ZOntal portions of the slots 22 all of the locking 
bars 9 will be lifted out of and held clear of the 
V-shaped cross bars 7. This is the position the 
latching or locking structure occupies when the 
frames or racks are in position in the Wicking 
machine preparatory to having wicks attached 
thereto (Figure 6 to 10 inclusive). 
When the latching or locking structure 8 is 

shifted to its operative position (shown in full 
lines in Figure 5) it may be secured in that posi 
tion by eccentrics 23 mounted on a shaft 24 di 
rectly over the center rail 20. The shaft 24 is 
journalled in projections 25 fixed to the end rails 
6, and when this shaft is turned to bring the 
eccentrics down onto the center rail 20, upward 
displacement of the latching and locking struc 
ture 8 is precluded. 
The projections 25 have hooks 26 at their upper 

ends to provide means by which the frames or 
racks are removably attached to the conveyor rods 
2. 
The attachment of the wick forming strands 

to the carrying frames or racks 3 is done on a 
So-called wicking machine shown in Figures 7 to 
i0 inclusive. This wicking machine comprises 
a frame 2 including uprights 28, 29 and 30, side 
rails 3, 32 and 33 and suitable cross members 
including angle irons 34 and 35, the former con 
necting the uprights 28 directly above the side 
rails 32 and the latter connecting and resting on 
the side rails 32. 
The Space defined between the uprights 29 

2nd 39 constitutes a spool rack where a number 
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of spools of wick forming strand material are 
mounted on spindles 36 resting on inclined Slip 
ports 3. In the present instance, there are four 
tiers of spools with fifteen (15) spools in each 
tier. The strands 38 coming from the individual 
spools of each tier pass through eyelets in guide 
bars 39 extending across and fixed to the uprights 
29. One such guide bar is provided for each tier 
and the eyelets in the guide bars are so Spaced 
along the length thereof as to effect equal Spac 
ing between the strands 38 passing therethrough. 
From the eyelets in the guide bars 39, the 

strands extend down to pass under horizontal 
guide bars 40 suitably supported at their ends 
within a tank 4 adapted to contain a bath of 
molten wax or paraffin. One such guide bar 40 
is provided for each tier of Spools. 

Forwardly of the guide bars 40, but also with 
in the tank 4 is a second bank of guide bars 
42. There are twice as many bars 42 as there 
are guide bars 59, and the strands extending for 
Wardly from the bars, 3 pass alternately under 
the two bars 42 opposite each bar 40. Thus, for 
instance, the strands extending from the lower 
most bar 4 pass alternately under the lowermost 
and next adjacent bar 42 So that Where there 
Were four rows of downwardly moving strands 
entering the molten wax bath 4 , there are eight 
rows of strands leaving the Same, with eight 
strands in the first row, seven in the Second, eight 
in the third, seven in the fourth and so on. 
The upwardly extending strands leaving the 

wax bath are threaded through eyelets 43 in 
guide bars 44. The ends of these guide bars 44 
are clamped to the underside of the side rails 32 
by clamping members 45. Passing through the 
eyelets A3, the strands extend through tubular 
guideways 46 secured in a stationary horizontal 
plate 47. The plate 4 is suitably Secured to the 
supporting structure between the side rails 3 
and the tubular guideways 46 project from the 
top of the plate A a distance Sufficient to pro 
trude through holes 48 in a movable horizontal 
plate 69. 
The plate 49 is secured to the upper ends of 

vertical guide bars 50 which in turn extend slid 
ably through the fixed plate 47 and through the 
horizontal flanges of angle irons 5 stationarily 
secured to the supporting structure directly above 
the cross members 34 and 35. The rods 50 thus 
guide the plate 9 for up and down motion be 
tween a lowered position shown in Figures 6, 7, 
and 9, and a raised position shown in Figure 10. 
Such up and down motion is imparted to the 
plate 49 by actuation of a crank handle 52. 
The handle 52 is Secured to a cross shaft 53 

journalled in the upright flanges of the angle 
irons 5. A Second cross shaft 54 also journalled 
in the upright flanges of the angle irons 5 ex 
tends parallel to the shaft 53 but rearwardly 
thereof. The shafts 53 and 54 have rocker arms 
55 fixed thereto, the ends of which carry rollers 
56. Links 57 connect the rocker arms 55 and thus 
produce a parallelogram linkage adapted to be 
extended and collapsed by actuation of the 
handle 52. The rollers 56 are positioned to en 
gage under the horizontal flanges of angle irons 
58 secured to the guide rods 50 as shown in 
Figure 10. Thus upon extension of the paralleo 
gram linkage, the rollers 56 engage under the 
horizontal flanges of the angle irons 58 to lift 
the same, and consequently the plate 49. 
In its elevated position the plate 49 is above 

the tubular guideways 46 whereas in the lower 
most position of the plate 49, the tubular guide 

ways 46 protrude through the holes. 48 in the 
plate 49. The extent to which the tubular guide 
Ways 46 protrude from the top of the plate 49 
(in its lowermost position) is such that the tops 

5 of the V-shaped cross bars 7 of a carrying 
frame or rack 3 resting on the plate 49 are sub 
Substantially flush with the tops of the tubu 
lar guideways (see Figure 9). 
Guide fingers 59 project from the stationary 

plate 47 to properly locate a frame or rack 3 
for attachment of the projecting ends of the 
Strands 38 to the cross bars 7. It should be 
noted that the Strands projecting up from the 
Wax bath and particularly the ends thereof pro 
truding through the guideways 48 are stiffened 
by the accumulation of wax thereon, and that 
the fit of the strands in the guideways 46, in 
View of this accumulation of wax, is sufficiently 
close to hold the strands from dropping down. 
A frame or rack f3 in position to have the 

protruding ends of the wick forming strands 
attached thereto has one of its cross bars 7 
located alongside each longitudinal row of tubu 
lar guideways 46 with the projecting ends of the 
wick forming strands located between the cross 
bars if and their cooperating locking bars 9. 
Thus with a frame or rack in position shifting 
of the locking or latching structure to dispose 
the bars 9 in the troughs of the cross bars 
Simultaneously clamps the ends of all of the 
Wick forming strands to the frame or rack. 
While the individual carrying frames or racks 

lnight be manually set onto the plate 49 to have 
the Wick-forming strands attached thereto, an 
elevator device is provided to facilitate this oper 
ation and also to enable drawing the Wick 
forming Strands up through the guideways 45. 
This elevator device consists of two endless con 
Weyor chains 60 trained over upper and lower 
SprocketS 6 and 62. The upper sprockets are 
Secured to a cross shaft 63 journalled in bear 
ings 64 fixed to uprights 64. The lower sprockets 
are mounted on stub shafts 65 journalled in 
Similar bearings 64 also secured to the uprights 

4564. The stub shaft 65 at that side of the ma 
chine opposite the handle 52 has a crank handle 
66 fixed thereto to provide means for actuating 
the elevator. 
At Spaced intervals the sprocket chains 80 are 

50 connected by cross bars 6 which, like the cross 
bars 2 of the conveyor device 2, are adapted to 
be engaged by the hooks 26 of the carrying frames 
or racks to support the frames or racks from the 
Cross bars. Hence upon attachment of a frame 

55 or rack to a cross bar 67 and actuation of the 
crank handle 66, the frame or rack so supported 
can be lowered onto the plate 49 preparatory to 
having the ends of the Wick-forming strands at 
tached to its crossbars 7. 

After the ends of the Wick forming strands are 
thus attached to the frame or rack, the crank 
handle 66 may be actuated in the opposite direc 
tion to raise the frame or rack. During the 
raising of the frame or rack another length of 

65 strand material is unwound from the spools and 
drawn through the wax bath while the Wax 
coated vertically extending strands now depend 
ing from the frame or rack are pulled up through 
the guideways 46. 
The extent to which the frame or rack is 

elevated determines the length of the wicks for 
the candles to be formed. Hence an adjustable 
stop is provided to limit elevation of the frame 
or rack at a desired point. This adjustable stop 

75 consists of a rectangular frame 68, guided for 
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movement up and down within an upright guide 
structure .69 and adapted to be secured in any 
one of a number of different positions of eleva 
tion by cross pins 70 removably received in holes 
7 in the uprights of the guide structure 69. In 
asmuch as the frame 68 occupies a horizontal 
plane, when in position, it follows that the frame 
or rack 3 upon being brought up Squarely against 
the same, as in Figure 10, will likewise be in 
a horizontal plane to assure that all of the Wicks 
will have the same length, 
With the frame or rack held up against the 

stop frame 68 and upon elevation of the plate 
49 by means of the crank. handle 52, all of the 
strands may be quickly severed to the same length 
by means of a knife Such as that shown in 
Figure 11 manipulated across the top of the 
plate 49. 
The carrying frame or rack thus loaded with 

wicks is then removed from the Wicking machine 
and carried to the main conveyor where it is at 
tached to one of its cross bars 2. LOWering 
the plate 49 readies time wicking machine for 
the attachment of Wick-forming strands to the 
next frame or rack S. 
As Will be apparent, because the Wicks which 

hang from the carrying frames are precoated 
With wax, their initial immersion in the bath 
is more readily effected. Thus the operator 
merely hangs the freshly loaded carrying frame 
or rack on the conveyor 2 at its horizontal run 
4 and from there the dipping of the Wicks and 

partially formed candles is automatic. 
When a frame or rack carrying finished candles 

arrives at the horizontal run 4 of the conveyor 
2, it is lifted off and carried to a combination 
guillotining and shaping machine shown in 
Figures 12 to 16 inclusive. This machine com 
prises a supporting structure 2 which includes 
spaced horizontal rails or tracks 3 on Which a 
carriage 4 is mounted by means of Wheels 5. 
The carriage 74 includes four corner uprights 6 
which together support a guide plate 77. This 
guide plate has holes 78 therethrough located 
to correspond to the relative spacing of the 
chandles hanging from a frame, or rack 3 So 
that when such a loaded frame is properly posi 
tioned over the plate , the lower tapered ends 
of the finished candles may be caused to enter 
and pass down through the holes. To facilitate 
entry of the candles into the holes, the mouths 
of the holes are funnel-shaped. 
To support a frame or rack in proper position 

Over the plate 77, a supporting structure consist 
ing of uprights 79 connected by a cross bar 80 
is provided. The Cross bar 80 has pulleys 8 
mounted thereon over which cables 82 are trained. 
The ends of these cables are connected to a cross 
bar 83 similar to the cross, bar 67 and adapted to 
have the hooks 26 of the carrying frames or racks 
engaged thereover. The extreme ends of the 
CrOSS bar 83 are received between upright guides 
84 extending from the plate 7 to the top cross 
bar. 80. Hence the bar 83 is held against swaying 
backward and forward as the cables are raised 
and lowered by means of a handle 85 to which 
both cables are attached. Crosswise shifting of 
the rod 83 is prevented when a frame or rack 3 
is Suspended therefrom by the ends of the frame 
or rack engaging the inner faces of the guides 84. 
The guides. 84 have stops 86 mounted thereon to 
support the carrying frame or rack at different 
distances above the plate 77. These stops hold 
the carrying frame or rack in parallelism with 
the plate 77. 
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8 
As best shown in Figure 15, the stops 86 consist 

of short lengths of angle iron 87 hinged to the 
guides 84, with one flange thereof cut out as at 
88. Thus when the angles 87 are flipped over to 
their operative positions shown in dotted lines in 
Figure 15, the cut out portions 88 accommodate 
the guides 84 and the then horizontally disposed 
flanges are in position to support a carrying frame 
or rack 3. Figure 12 shows two of the Supports 
86 in operative position Supporting a carrying 
frame or rack with the lower tapered ends of the 
candles protruding through the guide plate 77. 
A guillotine knife 89 is mounted to move acroSS 

the underside of the guide plate 7 to successively 
sever the protruding lower ends of the candles. 
Guideways 90 at the underside of the plate 77 
support the knife for movement back and forth, 
such motion being produced by means of pinions 
9 fixed to a shaft 92 journaled in bearings 93 
depending from the underside of the knife and 
meshing with stationary racks 94. A crank 
handle 95 provides means for rotating the pinions. 
If desired, the knife 89 may be double-edged so as 
to cut in both directions of movement. 
The lower tapered ends severed from the 

candles drop into a tank or receptacle 96 over 
which the carriage 74 is positioned during the 
guillotining operation. After the ends of the 
candles have been thus guillotined, the carriage 
A is rolled back on the tracks 73 to a position over 

a, butt forming or shaping unit 97. This unit 91 
consists merely of a platen 98 provided With 
sockets 99, the upper ends of which are funnel 
shaped to guide the lower severed ends of the 
candles into place, and the lower ends of which 
are formed to impart the desired shape to the 
candles. A suitable heater 60 is provided to 
keep the platen at the desired temperature. 
Inasmuch as the candles must be lowered to 

enter the sockets 99 of the shaping platen, the 
cables 82 are first pulled up a slight distance to 
allow the adjustable supports 86 that had been 
used to be flipped out of the way permitting fur 
ther descent of the carrying frame or rack. The 
extent to which the frame or rack is then lowered 
depends upon the length of the candle being 
made. Removable Supporting blocks f0l., one of 
Which is positioned under each end of the carry 
ing frame or rack as shown in Figure 16, support 
the frame or rack in proper position. 

It is to be appreciated that a separate set of 
Supporting blocks of is provided for each size of 
Candle being made and that the heights of these 
blocks bear a correlative relationship to the loca 
tions of the stops 86. 

It is to be understood that the terms “wax' and 
"paraffin' as used in the specification and claims 
covers any substance of which candles can be 
made by repeatedly dipping the wick into a bath 
of the molten substance. 
From the foregoing description taken in con 

nection. With the accompanying drawings, it will 
be readily apparent to those skilled in the art, that 
this invention provides a method and apparatus 
for making dipped candles more efficiently and 
economically than has been possible heretofore. 
What I claim as my invention is: 
l. The method of simultaneously making a 

large number of candles, which comprises: at 
taching the ends of a plurality of wick-forming 
Strands. Wound on spools to a portable carrying 
frame With the strands spaced apart and passing 
through a bath of molten wax; moving the carry 
ing: frame in a direction to unwind the strands 
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from the spools and draw the strand through the 
wax bath; severing all of the wax coated strands 
at a predetermined distance from the frame while 
holding the frame stationary to thus provide a 
plurality of relatively stiff wicks; transporting 
the carrying frame with the Wicks depending 
therefrom to a position over a molten Wax bath; 
and repeatedly lowering the frame to dip the 
Wicks into the molten wax bath, raising the frame 
to pull the wicks out of the molten wax bath, and 
cooling the wax accumulated on the Wicks, until 
sufficient wax is deposited on the wicks to form 
the candles. 

2. Apparatus for simultaneously attaching a 
plurality of wick forming strands to a carrying 
frame of a candle making machine and simul 
taneously precoating the strands with Wax, Com 
prising: a pan adapted to hold a bath of molten 
wax; a supporting structure having a portion 
above said pan; means on the supporting struc-, 
tude for supporting a plurality of Spools of Wick 
forming strand material; guides on the Support 
ing structure for guiding the strands from the 
spools, through the bath of molten wax and up 
from said bath; a horizontal plate mounted on 
the supporting structure above the pan, Said plate 
having spaced holes to receive and hold the waxed 
strands against lateral displacement; a movable 
support on the supporting structure for Support 
ing a carrying frame above Said plate to enable 
attachment of the waxed strands to the carrying 
frame at positions determined by the Spacing of 
the holes in said plate; and means for elevating 
the movable support to raise a frame to which the 
waxed strands have been attached to thus draw 
the unwaxed strands through the bath of molten 
wax and the waxed strands through the holes in 
said plate, so that by predetermining the extent 
to which the carrying frame is elevated and 
severing the Waxed strands at equal distances 
from the frame the Strands depending therefrom 
become pre-coated wicks of uniform length adap 
ed for simultaneous dipping into a candle form ing bath. 

3. Apparatus for simultaneously attaching a 
plurality of wick forming strands to a carrying 
frame of a candle making machine and Simul 
taneously precoating the strands with wax, com 
prising: a pan adapted to hold a bath of molten 
wax; a supporting structure having a portion 
above said pan; means on the Supporting struc 
ture for supporting a plurality of spools of wick 
forming strand material; guides on the Support 
ing structure for guiding the strands from the 
Spools, through the bath of molten wax and up' 
from said bath; a horizontal plate mounted on 
the supporting structure above the pan, said plate 
having spaced holes to receive and hold the waxed 
strands against lateral displacement; a movable 
support on the supporting structure for support 
ing a carrying frame above said plate to enable 
attachment of the waxed strands to the carry 
ing frame at positions determined by the spac 
ing of the holes in Said plate; and means for ele 
Wating the movable support to raise a frame to 
which the waxed strands have been attached to 
thus draw the unwaxed Strands through the bath 
of molten Wax and the waxed strands through 
the holes in said plate; and adjustable stop means 
on the Supporting Structure for limiting the eleva 
tion of the carrying frame, With said frame par 
allel to the plate so that by severing all of the 
Waxed Strands at the same distance With respect 
to the plate all of the waxed strands depending 
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from the carrying frame will be of substantially the same length. 

4. Apparatus for simultaneously attaching a 
plurality of wick forming strands to a carrying 
frame of a candle making machine and simul 
taneously precoating the Strands with Wax, com 
prising: a pan adapted to hold a bath of molten 
wax; a supporting structure having a portion 
above said pan; means on the supporting struc 
ture for supporting a plurality of Spools of Wick 
forming strand material; guides on the Support 
ing structure for guiding the strands from the 
spools, through the bath of molten wax and up 
from said bath; a horizontal plate, said plate 
having holes to receive the waxed Strands; means 
mounting the plate from the Supporting struc 
ture for limited flatwise up and down motion; 
means closely adjacent to the underside of the 
plate for holding the waxed strands against a 
tendency to move endwise as the plate is raised 
and lowered; elevatable means for supporting a 
carrying frame above the plate to enable attach 
ment of the ends of the Waxed strands project 
ing from the holes in the plate to Said carrying 
frame; means for elevating said frame Support 
to a predetermined height above the plate; and 
means for elevating and lowering the plate, SO 
that severance of the waxed strands on the plane 
of the top of the plate after the carrying frame 
has been elevated and the plate raised, followed 
by lowering of the plate provides the carrying 
frame with prewaxed wicks of substantially uni 
form length and projects the ends of waxed 
strands above the plate for attachment to an other carrying frame. 

5. A device of the character described compris 
ing: a supporting structure; a pan in the bottom 
of the supporting structure adapted to hold a 
bath of molten waX; a Spool rack on the Sup 
porting structure adapted to hold a plurality of 
spools of wick forming strand material; means 
on the supporting structure providing a plurality 
of Spaced guideways for strand material above 
the pan; other guide means on the supporting 
structure for guiding the passage of strandmate 
rial from the Spools, through the bath of molten 
Wax in the pan and to said spaced guideways; 
said Spaced guideWays holding the ends of the 
Strand material, coated with wax as a result of 
being pulled through the bath of molten wax, 
against lateral displacement so as to facilitate 
attachment of the ends of the coated strand 
material to a carrying frame; elevation of the 
carrying frame with the strand material at 
tached thereto pulling the uncoated strand ma 
terial through the wax bath and pulling the 
coated strand material through said spaced guide 
ways to expose lengths of said coated strand 
material above the Spaced guideways, so that 
the severance of the coated strands at a prede 
termined distance above the spaced guideways 
provides the carrying frame with depending pre 
coated candle wicks of substantially uniform 
length; a horizontal guide plate extending across 
the Spaced guideways, said plate having holes 
aligned with the guideways through which the 
strand material passes, and providing a guide for 
the Severance of the strands; and means for 
effecting relative vertical motion between the 
guide plate and the strands so that upon sever 
ance of the Strands the freshly cut end portions 
thereof may be caused to project above the plate. 

6. A device of the character described, com 
prising: a Supporting structure; a pan in the 
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hold a bath of molten wax; a spool rack on 
the supporting structure adapted to hold a plural 
ity of spools of wick forming strand material; a 
horizontal plate fixed on the supporting structure 
above the pan, said plate having Spaced tubular 
guideways extending therethrough; a movable 
platehaving holes to align with the tubular guide 
ways' when said movable plate occupies a position 
disposed flatwise directly above the fixed plate; 
means mounting the movable plate on the Sup 
porting structure for limited flatwise up and 
down motion. Sufficient to dispose the top of 
the movable plate above the tops of the tubular 
guideways; other strand guiding means on the 
supporting structure for guiding the strand 
material from the spools through the bath of 
molten wax and to said tubular guideways in the 
fixed plate; and means for raising and lowering 
the movable plate flatwise between its upper 
and lower limits, the top surface of the movable 
plate providing a guide for the severance of coated 
strands pulled through the tubular guideways so 
that the freshly cut ends of the strands, stiff 
from being coated with wax, project a uniform 
distance above the top of the movable plate after 
severance of the strands and lowering of the 
movable plate to its lowermost position. 

7. A device of the character described, con 
prising: a Supporting structure; a pan in the 
bottom of the Supporting structure adapted to 
hold a bath of molten wax; a spool rack on 
the supporting structure adapted to hold a plu 
rality of spools of wick forming strand material; 
a horizontal plate fixed on the supporting struc 
ture above the pan, said plate having spaced 
tubular guideways extending therethrough; a 
movable plate having holes to align with the 
tubular guideways when said movable plate oc 
cupies a position disposed flatwise directly above 
the fixed plate; means mounting the movable 
plate, on the supporting structure for limited 
flatwise up and down motion sufficient to dispose 
the top of the movable plate above the tops of 
the tubular guideways; other strand guiding 
means on the supporting structure for guiding 
the strandmaterial from the spools through the 
bath of molten wax and to said tubular guide 
ways in the fixed plate; a pair of opposite end 
IeSS sprocket. chains running over vertically spac 
edsprockets at each side of the supporting struc 
ture, the upper sprockets being fixed to a common 
shaft, and Said chains extending up from the fixed 
plate; a plurality of carrying frames each having 
means for grasping a plurality of wick-forming 
strands; means on said chains to which a carry 
ing frame may be attached with the frame hori 
ZOntal and above the plates to be elevatable by 
the chains from a position resting on the movable 
plate, in which position the projecting ends of 
the strands may be grasped by the frame to a 
raised position. Spaced from the movable plate; 
and means for rotating one of the Sprockets to 
actuate the chains. 

8. A device of the character described, con 
prising: a Supporting structure; a pan in the 
bottom of the supporting structure adapted to 
hold a bath of molten wax; a spool rack on the 
supporting, structure adapted to hold a plurality 
of Spools of Wick forming Strand material; a 
horizontal plate fixed on the supporting structure 
above the pan, said plate having spaced tubular 
guideways extending therethrough; a movable 
plate having holes to align with the tubular guide 
ways when said movable plate occupies a position 
disposed flatwise directly above the fixed plate; 
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12 
means-mounting the movable plate on the Sup 
porting structure for limited flatwise up and down 
motion sufficient to dispose the top of the mov 
able plate above the tops of the tubular, guide 
ways; other strand guiding means on the Sup 
porting structure for guiding the Strand material 
from the spools through the bath of molten wax 
and to said tubular guideways in the fixed plate; 
a pair of opposite endless Sprocket chains run 
ning over vertically spaced sprockets at each Side 
of the Supporting Structure, the upper SprocketS 
being fixed to a common shaft, and Said chains 
extending up from the fixed plate; a plurality of 
carrying frames each having means for grasping 
a plurality of wick-forming strands; means on 
said chains to which a carrying frame may be 
attached with the frame horizontal and above 
the plates to be elevatable by the chains from a 
position resting on the movable plate, in which 
position the projecting ends of the strands may 
be grasped by the frame to a raised position 
spaced from the movable plate; means for ro 
tating one of the sprockets to actuate the chains; 
and adjustable stop means for limiting the eleva 
tion of the carrying frames by the Sprocket 
chains. 9. A wick and candle carrying unit for use 
with candle dipping apparatus, comprising: a 
rigid main frame having Spaced Substantially 
parallel rails; a plurality of Spaced Substantially 
parallel bars extending croSSWise of and connect 
ing said rails; a clamping frame disposed over 
said bars; means connecting said frannes for 
limited relative movement transversely of said 
bars; and clamping bars on the clamping frare 
parallel with the bars of the main frame and 
shiftable by movement of the clamping frame to 
and from a position coacting with the has of the 
main frame to clamp candle wicks therebelwyeen. 

10. In an apparatus for making dipped cath 
dles, the combination of: a pan adapted to hold a 
bath of molten waX; means for guiding a plulality 
of Wick-forming strands through the bath of 
molten wax; a bank of guideways mounted with 
their discharge ends all lying substantially in a 
common horizontal plane, each guideway being 
adapted to receive a wax coated wick forming 
Strand received therein with its end portion pro 
jecting stify from the upper discharge end of 
the guideway; a carrying frame of a size to en 
compaSS the entire bank of guideways when plac 
ed flatWise over the guidewayS; a pilurality of 
gripping jaws on the frame adapted to simultane 
ously grasp the projecting ends of all of the 
wick forming strands upon proper disposition of 
the frame over the guideways and simultaneolls 
cloSure of all of the gripping jaws; means for 
guiding the frame into proper position over the 
bank of guideways; means for simultaneously 
closing all of the gripping jaws; and means for 
elevating the frame with the wick-forming strands 
attached thereto, to thus draw an uncoated length 
of the strand through the bath. af molten wax 
and expose a length of each coated strand above 
the bank of guideways whereby severance of all 
the strands at a predetermined distance above 
the bank of guideways frees the frame for re 
moval with a plurality of pre-waxed wicks of 
substantially equal length depending therefrom. 

11. In an apparatus for making dipped 
candles, a device for guillotining the lower ta 
pered ends of a plurality of candles in one op 
eration, comprising: a portable frame from 
which the freshly dipped candles may hang in 
Spaced apart relation; a horizontal guide plate 
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having holes therethrough, with the holes spaced 
to correspond to the spacing of the candles on 
the frame so that each hole Will receive One 
candle upon proper alignment of the frame above 
the guide plate and lowering of the frame to 
Ward the guide plate; means on Which the frame 
may be supported in proper alignment with the 
guide plate and by which it may be lowered to 
ward the guide plate; adjustable means for de 
fining the extent to which the frame is low 
ered; a guillotine guided for movement across 
the underside of the guide plate for severing the 
protruding lower ends of the candles; and heans 
for moving the guillotine across the underside of the guide plate. 

12. A device for cutting a plurality of candles 
to the same length, comprising: a guide plate 
having a plurality of holes to receive candles 
With the ends thereof to be cut off protruding 
from one face of the plate; a knife; means 
mounting said plate and knife for relative mo 
tion. With the knife progressing across said face 
of the plate to sever the ends of candles pro 
truding from the holes therein; a carrier from 
which a plurality of freshly dipped candles may 
hang with the spacing therebetween correspond 
ing With the spacing between the holes in the 
guide plate: means for lowering the carrier to 
ward the guide plate with the candles in line 
With the holes to effect simultaneous insertion 
of all of the candles into the holes in the guide 
plate; and adjustable means for determining the 
extent the candles protrude beyond the face of 
the guide plate at which the cutting action takes place. 

13. A device for cutting a plurality of candles 
to the same length, comprising: a horizontally 
disposed guide plate having a plurality of holes 
therethrough; a knife mounted to move across 
the underside of the guide plate to sever the 
lower ends of candles protruding through the 
holes in the guide plate; a supporting structure 
above the guide plate; a vertically movable sup 
port Carried by the Supporting structure; a frame 
attached to said Support for supporting candles 
in Spaced apart suspended position, so that upon 
descent of said support, the lower ends of the 
candles may be caused to enter the holes in 
the guide plate; and a plurality of stops mount 
ed on the Supporting structure at spaced ele 
Vations above the guide plate to engage under 
and Support the frame, said stops being selec 
tively movable to operative positions. 

14. A device for cutting a plurality of candles 
to the same length, comprising: a horizontally 
disposed guide plate having a plurality of holes 
therethrough; a knife mounted to move across 
the underSide of the guide plate to sever the 
lower ends of candles protruding through the 
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holes in the guide plate; a supporting structure 
above the guide plate; a vertically movable sup 
port carried by the supporting structure; a frame 
attached to said Support for supporting candles 
in Spaced apart Suspended position, so that upon 
descent of said Support, the lower ends of the 
candles may be caused to enter the holes in the 
guide plate; and a plurality of stops mounted 
On the Supporting structure at spaced elevations 
above the guide plate to engage under and sup 
port the frame, said stops comprising lengths 
of 8.ragle iron hinged to vertical members of the 
Supporting Structure and adapted to be swung 
to and fro: Operative positions at which a flange 
thereof Will engage under a candle carrying frame. 

15. A device of the character described, com 
prising: a stationary track; a receptacle under 
a politicn of the track; a candle butt shaping 
mold under another portion of the track; a car 
riage movabie along said track between po 
sitions over said receptacle and/or said mold; 
a guide plate on the carriage having a plural 
ity of holes each adapted to receive and hold 
the lower end of a candle; means for simulta 
neously inserting a plurality of candles into 
Said holes with the lower ends thereof protrud 
ing from the bottom of the guide plate; a knife 
movable across the underside of the guide plate 
for severing the protruding ends of the candles 
to cause the Sane to drop into the receptacle 
when Such severing of the candies takes place 
With the carriage over the receptacle; adjust 
able means for supporting the candles with re 
Spect to the guide plate so that the extent to 
Which the candles protrude from the bottom of 
the holes may be varied to thus determine the 
finished length of the candles; said butt shap 
ing mold having Sockets to receive and shape the 
freshly cut ends of the candles; and means for 
Supporting the candles at the proper elevation to 
have the freshly cut ends thereof enter the sock 
ets the required amount when the carriage is in position over the mold. 
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