Nov. 18, 1952 D. C. ROCKOLA 2,618,302
GLUING PRESS FOR MAKING PLAYBOARDS
Filed Nov. 6, 1948 2 SHEETS—SHEET 1

/ N
N \
-

i N

[1a)

<

[y

g /L

0 g&

= >

@ N

0 P-4

< =)

o )

m Lo

o o N

o N
u " 58 & &%

J\¥] Q ) .

N S S \Msh\
™ oY i iy
m ]u::Jg S F ‘ —
N 3% N0 B I = —
l\ =S E=N

. ~ | -

i o ‘QN‘ S i N |

i/ 9 (.,3 MEEEEIEES

! w ' = N =
NEIEEICE
« |i O Q == = =

! - d

i ~ 5 it

5 G R S WL

3! / §R ,

0 | |

i \

Q L.

INVENTOR,
David C' Rockola

bitiro, Ouvic & Lurgee

diiys




Nov. 18, 1952 D. C. ROCKOLA 2,618,302

GLUING PRESS FOR MAKING PLAYBOARDS

Filed Nov. 6, 1948 | 2 SHEETS——SHEET 2
\7{74— /G | :43
3@} {37 - I' T ,//42
o Y JI'_____::Lf::_J' TR ¥
29 T e - . =
4 F3 -1 : ’il IS - I ___: 38\\ \ \‘)(/”3‘.9
!ﬂ.‘f I EI ‘ \'\ \'
I | “5 " ‘\’Jr/\
M F 9| ~-3
L 11ur.ur1 9
i L J —30
N “L—I %6
L) ':'W
| 27 — <3
24—1
[
5 - 24 Jg.g
1 _:— _];6‘}— . M/24
|__ : /] 'OT| ! A '____ |
Py DA I AT | =
S vl WA | {
:43):4L}LML%-—L—O | !
—/ == | ‘ : | /49
@‘l i s
I S ; == “1|r""l' %
S Sem & T A T
e / ' ||
(& 1:“ =2 = « G ! |=
v 7 1 I 2
=== Y73l e
:/7~‘:r — : : = 0 I |
pa=—= | ol
 ————— — —— ———=
N \ -
1 \1____,/;:._ | __C_ ‘:\:___ 7 | ! P — I [ ﬁ/‘&?
L \ 39
‘:8“4750 2123 556 G ) %
2 ; | 38 - INVENTOR.

Dcwzc{ C. Rockola

,%m&w Q@gﬁzf%&

diﬂys




Patented Nov. 18, 1952

UNITED

2,618,302

STATES PATENT OFFICE

2,618,302
GLUING PRESS FOR MAKING PLAYBOARDS

David C. Rockola, Chicago, Ill., assignor to Rock-
Ola Manufacturing Corperation, Chicago, Iil.,
a corporation of Delaware

Application November 6, 1948, Serial No. 58,717

4 Claims.

1

This invention relates in general to laminated
playboards, and more particularly to a novel
method and apparatus for making the same.

A new variation of the well-known game of
“shufflehoard” has been devised in which the usual
stick for propelling the play pieces has been dis-
pensed with, and the latter are propelled along
the playing surface by hand. ‘The playing sur-
face is disposed at approximately normal table
height, and in order that skill shall be the para-
mount requirement in playing this game, the
playing surface must be perfectly smooth and
level throughout the length of the playboard. A
form of table structure for supporting the play-
board of such a game is disclosed in my co-pend-
ing application for U. S. Letters Patent, Serial
- No. 57,289, filed October 29, 1948 (now aban-
doned).

A principal object of the instant invention is
the provision of a playboard of the desired length
for such a shuffleboard game which meets the
above-noted requirements and has a playing sur-
face that will remain in perfect playing condi-
tion despite variations in temperature and mois-
ture content of the ambient air, and of a novel
method and apparatus for making such g play-
board.

More specifically, the playboard contemplated
is made up of a plurality of boards, preferably of
maple, laminated in edgewise arrangement with
adiacent side surfaces secured together by g smit-
able adhesive to form a unitary structure. This
construction has many obvious advantages over
one in which adiacent boards are toe-nailed to
each other, as is customary in constructing a
bowling alley. but presents manv problems not
encountered in the latter, particularly those re-
sulting from the desire to make the playboards on:
a mass prodretion basis and those involved in
maintaining the several boards in each unit in
proper relationship relative to each other until
the adhesive employed has set.

Another important obiect of the invention,
therefore, is the provision of a method and ap-
paratus which overcomes such problems and en-
ables the making of these laminated playboards
on g mass production basis.

A further obiect is to provide a gluing press for
assembling a plurality of adhesive-coated boards
in laminated relationship under pressure, which
includes means for maintaining the boards so
assembled as a unit under such pressure to en-
able ready removal thereof from the press to fa-
cilitate storage for the necessary critical period,
as determined by the setting characteristics of
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the adhesive employed, and thereby not interfere
with eontinuous use of the press.

Numerous other objects and advantages of the
invention will be apparent as it is better under-
stood from the following description, which, when
taken in connection with the accompanying
drawings, discloses a preferred embodiment
thereof.

In the drawings:

Figure 1 is a schematic view in plan of a pre-
ferred arrangement of apparatus for practicing
the instant method;

Fig. 2 is a side elevational view of part of a
stack of assembled playboards arranged for
storage during the critical setting period;

Fig. 3 is a transverse sectional view taken sub-
stantially on the line 3—3 of Fig. 2;

Fig. 4 is a sectional view taken transversely
through the glue press of Fig. 1; and

Fig. 5 is a plan view of the glue press of Fig. 4,
with the central portion thereof broken away.

Referring more particularly to Fig. 1 of the
drawings, reference numerals {1 and {2 designate
generally a pair of oppositely disposed pre-as-
sembly tables, between which is placed a con-
veyor 13 leading toward a glue spreader 14. At
the other side of the glue spreader 14, a second
conveyvor 15 is disposed in adiacent relationship
to a glue press {16 in which a plurality of boards,
which have had their contacting sides coated with
a suitable adhesive by the spreader {4, are as~
sembled under pressure to make up the desired
plavboard unit. “ '

The playboard is designated generally by ref-
erence numeral [7. which is the same reference
character as is avplied to the plavboard illustrat-
ed in mv above-identified co-pending applica-
tion, which describes its intended use and g pre-
ferred table structure for supporting it. As best
seen in Fig. 1, the playboard {7 preferably com-
prises two outside long boards 18, two outside
short boards 19 and a plurality of inside boards
20, all arranged in side-by-side relationship. In
the preferred form of this plavboard 17, all of
such boards 18, {8 and 20 are 34’’ thick and 3%’
wide, trimmed over all from selected maple, and
the center or inside boards 20 are arranged so
that their abutting ends in each row are disposed
less than 3’/ from any similar abutting ends of
the boards in the instant adjacent row or rows.
In order to meet the above-described playing
and use requirements, including that of the fin-
ished playboard being satisfactorily resistant to
changes in temperature and moisture content of
the ambient air, these boards so arranged are
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secured together with a suitable adhesive, pref-
erably a urea formaldehvde resin, to form a uni-
tary structure, rather than nailing the adiacent
or contacting boards to each other. In order to
insure a uniform and satisfactory product. it is
necessary that the adhesive-coated hoards as as-
sembled in the clue press 15 be so assembled
under considerable pressure in all directions of
the unit, and that such pressure be maintained
for a eritical period of time, which is determined
by the setting characteristics of the adhesive em-
ployed. In the preferred construction employing
the particular adhesive above referred to, such
setting period must be not less than 14 hours,

and in actual practice, in order to provide a.

suitable factor of safety, the critical period is
set at 24 hours.

From the above, it will better be appreciated
why the instant invention, which contemplates
the manufacture of such playbkeards on a mass
production. basis, includes as a preliminary step
the pre-selection and trimmine of suitable boards
(not: illustrated herein) to eliminate knots and
other defects therefrom. and the pre-assembly
of.a plurality of boards 18, 19 and 28 in the exact
relationship relative to each other in which they
are to be assembled: to form each nlayboard unit.
The tables i1 and 12 dare provided for accom-
plishing this latter stev, and are arranced as il-
lustrated. in Fig. 1 to best facilitate the desired
mass. production. Each of these tables com-
prises suitable restraining means. including an
end rail 21 and g rear rail 22 adiustably secured
to the unver surface thereof. and anv other suit-
able guidte means, such as ontlining lines in-
scribed thereon. for assisting the operator or on-
erators in their selection of prorer boards to
make uv a complete unit. Two such pre-assem-
bly tables If and 12 are provided to enable a
continuous flow of material in proper sevuential
arrangement to the glue voress 16, so that pre-
assembly. of one plavboard unit mav be effected
on ohe téble while the unit vreviouslv pre-as-
sembled on the other table is beine transmitted
to the glue press. Since the nreferred plavboard
is to be 20 inches wide and 20 feet. 8 inches long,
each pnre-assemhled unit will comorise twenty-
six ‘bnards in width, including the two pairs of
oufside boards I8-and 19, with each row thereof
approximately and not less than 20 feet. 8 inches
in length. It will- be readilv aonreciated that
the instant invention contemnlates the guide
means provided on the vre-assembly tables !
and 12, includire the rails 2f and 22. being ad-
justahly mounted thereon to accommodate dif-
ferent numbers and leneths of hoards where it
is desired to produce playboards havine different
dimensions from those specifically enumerated
herein.

The convevor 13 placed intermediate the pre~
assembly tables Il and 12 preferably comprises
any suitable tvpe of roller convevor, and is em-~
ploved to facilitate senuential distribution of the
boards 18. 19 and 20 of each pre-assembled nlav-
board unit from the tables to the glue svreader
14. ‘The latter may be any conventional tvpe of
machine selectively adiustable to avply the ad-
hesive to either cne or both sides of the boards.
This latter feature of operation is reauired, be-
cause it is desired fo coat only the inner sides
of the outside boards I8 and 19 and to coat both
sides of the inside boards 28. The conveyor 15,
which preferably comprises any suitable motor-
driven belt. conveyor, extends from the delivery
side .of the glue spreader t4 for carrying the ad-
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hesive-coated boards from the latter into closely
adjacent position relative to the glue press 186.
As will be appreciated from Fig. 1, the boards 18,
19 and 20 are taken in sequence from their pre-
assembled position on one or the other of the
tables tf and (2 and placed upon the conveyor
i3, from which they pass through the glue
spreader 4 to the conveyor 5. Other opera-
tors then remove these adhesive-coated boards
and place them on the work bed of the glue press
{6 in the same order and relative relation as ob-
tained therebetwesn on the pre-assembly table.

Referring now to Figs. 4 and 5 of the drawings,
it will be seen that the glue press {6 comprises
a- plurality of vertically disposed frame members
23 spaced along the inner side therecf, which is
that side. disposed adjacent the conveyor ¥, and
a plurality of similar, but longer, vertical frame
members 24 disposed opposite the members 22
along the outer side of the machine and suitably
connected: to the associated frame members 23
by lomgitudinally- spaced; horizontally- disposed,
trangverse frame mempers 25, ‘These members
23, 26 and 28 thus make Up, tegether with suit-
able cross-bracing members and longitudinally
extending, inner and- outer side rails-26 and 27
rigidly secured thereto by welding, bolts or the
iike, a stationary frame in which the vertical
membpers 23 and 24 also-funection as supporting
legs and the transverse members 25 define g hori-
zontally disposed, werk-receiving bed: Each of
the outer vertical frame members 24-is provided
with a tapped block-28, boited or otherwise rig-
idly secured in any suitable manner thereto, for
receiving the threaded shaft of & pressure serew
2% extending horizontally a short distance above
the associated transverse frame member 25, and
opposite the inner ends of each of thess screws
29, each associated vertical fraine member 23 has
a stationary pressure plate or block 33 secured
in any suitable manner to its inner face akove
the transverse frame member 25. ‘The inner end
of each pressure screw 28 passes through a suit-
able aperture in the outer one of a pair of longi-
wudinally extending, movable pressure rails 381
secured to each ofther in any desired manner and
slidably resting upon the transverse frame mem-
bers 2&. The inner end of each screw 28 has a
pressure block 3% rotatably mounted thereon
which is disposed between the horizontal legs of
the inner pressure rail 34, so that rotation of all
of the screws 2§ in one direction wilt move the
pressure rails 3§ inwardly on the transverse frame
members 28, and rotation of the screws in the
opposite direction will retract these movable pres-
sure rails outwardly toward the vertical frame
members 24.

A pair of vertically spaced brackets 33 are pro-~
vided on the inner side of each of the outer ver~
tical frame members 24 adjacent the upper ends
thereof, and between each of these associate
pairs of brackets is disposed a sleeve 34 rotatably
mounted vpon a vertical pivot bolt 35 extending
through the brackets. On the upper end of each
bolt 35 is pivetally mounted a horizontally dis-
posed rail 88, with a suitable washer being inter-
posed between the under surface of each of these
channels or rails 2§ and the associated upper
brackef 33. Each rail 88 is supported intermedi-
ate its ends by the upper end of an angulariy dis-
posed brace 3%, in turn secured at its lower end
to the associated sleeve 34. Each rail or chan-
nel 26 has the upper end of a link 38 pivotally
connected to its inner end, and each link 38 is
provided adjacent its lower end with a longitudi-
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nally extending pin 39 adapted to cooperate with
the upper end of the associated inner vertical
frame member 23, the latter being slotted, as
shown at 41 in Fig. 5, to receive the lower end of
the link 38. The several rails or channels 28 and
their attached parts together comprise an auxil-
iary frame, and each is adapted to be swung on
its pivot bolt 35 between g transverse, operative
position, as illustrated in full lines in Figs. 4 and
5, and a longitudinally extending, inoperative po-
sition substantially normal thereto and parallel
with the outer side rail 21. An intermediate po-
sition of one of these auxiliary frame members is
shown in broken lines at the left side of Fig. 5.
Intermediate its ends, each of these rails or chan-
nels 36 is provided with a tapped block 42 similar
to the block 28 for receiving the threaded shaft
or shank of a vertically disposed pressure screw
43, and the bottom end of each screw 43 has a
similar block 44 rotatably mounted thereon, which
is secured in any suitable manner to a horizon-
tally disposed pressure rail 45. Whenever it is
desired to move these auxiliary frames to their
inoperative positions, it is necessary only to raise
the associated pressure rail 45 by rotating the
serew 43, move the link 38 to its broken line posi-
tion of Fig. 4 to disengage the pin 39 from the
upper end of its associated vertical frame mem-
ber 23, and swing the unit rearwardiy on its pivot
bolt 35.

As previously explained, the adhesive-coated
boards 18, 19 and 20 are placed from the conveyor
15 on the work bed of the glue press 16 (in edge-
wise relationship on the transverse frame mem-
bers 25) in the same arrangement as obiained
in their pre-assembled position on the table {1
or 12. It will be understood that, prior to such
assembly of the coated boards on the work bed
of the glue press, the auxiliary frames, compris-
ing the several rails 38, and their associated ver-
tical pressure means, comprising the screws 43,
have been swung rearwardly to their inoperative
positions, and the movable pressure rails 3! have
been retracted by the lateral pressure means,
comprising the screws 29, having been moved
to their broken line inoperative positions of Fig. 4.
Also prior to such assembly of the several boards
intended to make up a playboard unit 17, a pair
of loose side rails 46, comprising ship channels
of heavy construction, are mounted on the trans-
verse frame members 25 with their parallel legs
extending outwardly, one of these side rails 48
being disposed in edge contacting relationship
with the stationary pressure means or blocks
30, and the other similarly contacting the inner
one of the movable pressure rails 3{ in its re-
tracted position. After all of the boards {8, {8
and 20 for a particular playboard unit 17 have
been so assembled on the work bed of the press
16, lateral pressure is applied thereto by tight-
ening of the several screws 29 to move the rails
31 and the associated side rail 45 inwardly against
such assembled boards and against the other
side rail 46 and stationary pressure blocks 30.
During the application of such lateral pressure,
vertical pressure also is applied to the upper
edges of the boards to insure proper vertical
alignment thereof. This vertical pressure is ap-
plied by means of the several screws 43, the
auxiliary frames, including the rails 3§, having
first been swung to their full line, operative po-
sitions of Figs. 4 and 5 and their links 38 dropped
to engage the pins 39 with the upper ends of the
associated vertical frame members 23. It has
been found that it is not necessary that the hori-
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zontal pressure rail 45 be of sufficient length to
engage the upper edges of all of the boards, but
it may be necessary from time to {ime, during
the application of such vertical and lateral pres-
sure by these pressure means, to apply additional
pressure to specific high points developing in the
playboard unit with rubber mallets, or the like.

At the same time, pressure also is applied lon-
gitudinally to the several rows of boards to insure
proper end-to-end abutting relationship of the
different boards in each row. For this purpose,
a stationary end backing plate 47 is mounted
on the far end of the press (Fig. 5) which is
rigidly secured thereto, such as to the side rails
26 and 27 and the end vertical frame members
23 and 24. At the opposite end of the press is
rigidly mounted a transverse slide 48 on which
is slidably disposed an hydraulic or pneumatic
ram or other suitable pressure-applying device 49
having a head 51 of such dimensions as to enable
selective application of pressure individually to
the exposed ends of the several boards 18, (8
and 28. It will be understood that the specific
details of this end pressure-applying mechanism
48 are not of particular importance, so long as
this mechanism may be selectively moved on the
slide 48 transversely of the machine to enable
application of pressure by the head 51 to any
desired row of boards in the assembled playboard
unit {7 mounted on the work bed.

Having so assembled all of the boards 18, {9
and 20 in their final position, it is necessary to
majntain the same in such condition under pres-
sure for a sufficient period of time to permit the
adhesive to set. As previously noted herein, this
critical period in the case of the preferred form
of playboard herein illustrated is 14 hours, while
it has been found that a 24 hour period is prefer-
able in order to provide a sufficient factor of
safety to insure permanent setting of the adhesive
and retention of the individual boards in their
final assembled position. It is, of course, im-
practical to maintain the assembled playboard
unit {7 in the press {6 for this critical setting
period, and it is for this reason that the loose
side rails 46 are interposed in the manner pre-
viously described between the playboard unit and
the stationary pressure plates 30, and movable
pressure rails 31, respectively. The press 16 has
been constructed in the described manner to en-
able holding means to be applied to these side
rails 46 and the assembled playboard 17 to main-
tain the individual boards comprising the latter
under the pressures applied thereto by the press.
Also, because of the length of the playboard 11,
it is necessary to employ very rigid side rails,
and this is the reason that heavy ship channels
are used for these side rails 46. The rails 46
are identical in construction to enable them to
be employed interchangeably at either side of
the work bed, and include a plurality of suitable
apertures through their horizontally disposed leg
portions spaced at convenient points longitudi-
nally thereof. The pressure~-maintaining means
referred to comprises a plurality of bolts 52 for
engagement, respectively, in these apertures in
the outer side rail 46 (Fig. 4). Each bolt 52 also
passes through suitable apertures in a plate 53,
and each plate 53 has one end of a rod 54

welded or otherwise suitably secured there-
to, there being two of such rods 54 and plates
53 fer each bolt 52. After the playboard
IT has been so finally assembled, one of these
rods 54 is placed across the unit adjacent each
transverse vertical frame member 25, a bolt 52
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is ‘dropped through. the aperturé in the plate
53 and the aperturés in the inner side rail 486,
ahother rod 54 is similarly arranged-across the
underside of the playboard with the aperture in
its ‘plate B3 engaging the bolt, and a suitable
nut is scréwed onto the énd of the bolt to secure
the cuter ends of thé rod and plate assemblies
to the outer side rail 46. A saddle clamp or plate
55 is then mounted on the inner ends of these
two rods 54 (Fig. 4) exteriorly of the inner rail
48, and suitable ntts 58 are screwed onto the
inner threaded ends of the rods to effect a clamp-
ing together of the side rails 45. It will be un-
derstood that a plurality of such clamping means
are employed at suitably spaced intérvals longi-
tudinally of the side rails 48, and the pressure
applied to the playboard unit by the press 18 is
thus maintained thereon.

After all of thesa pressure-retaining means
have'been so applied to the side rails 48, the
pressure rails 4 are retracted by returning the
several screws 2% to their Breken line position
of Fig. 4, and the auxiilary frames are returned
to their inoperativé pésitions by raising the verti-
cal pressure screws 43, releasing the links 89 and
swinging the rails 35 rearwardly on their pivot
bolts 35. The assembled playboard unit {7, as
thus retained by the sidé rails 45 and pressure-
maintaining means §2-—88, then is removed from
the press 15 by traveling cérane, block and tackle,
or the like, and placed in a suitable storage posi-
tion, where it is maintained for the regquired ad-
hesive-setting period.

During this critical setiing peried, it is essen-
tial that the playboard units {7 be maintained
level throughout their length. In order to ac-
complish this and to conserve storage space, be~
cause of the considerable length of the play-
board, a novel means and mesthod for so storing
the assembled playboard units hag been devised
which is illustrated in Figs. 2 and 3. A plurality
of transverse I-beams 57 are placed on the floor
of the storage space in parallel relationship to
each other angd spaced apart in the same rela-
tionship as the sevéral transverse frame mem-
bers 25 of the press 18. Each end of sach cf
these I-beams 57 is placed upon a suitable level-
ing wedge 88, and after an assembled playboard
{7 has heen laid across this bottom row of I-
beams §7, ds showii in Figs. 2 and 3, the opera-
tors effect an absolute levelling of the unif lon-
gitudinally and transversely thersoi by driving
the individual wedges 58 the necessary distances
inwardly or outwardly of the I-keams &7 {o ac-
complish this result. Thereafter, as successive
assembled playboard units 17 are brought from
the press {8, they are mounted upon these lower-
most levelled I-beams 57 in vertically stacked
relationship, as illustrated in Figs. 2 and 3. The
next playboard {7 is so arranged by placing a
pair 6f short I-beams 8§ on each of the I-beams
57 and supporfing a similar I-beam 57 thereon
for supporting the second playpboard i7. For sup-
porting the third-from-the-bottom playboard {7
in this stacked relation, additional short I-beams
58 are similarly placed on each of the second
I-beams §7, and a third row of I-beams 87 is
placed horizonteily thereon, with their web por-
tions resting upon the upper ends of these short
I-peams 5%. The third playboard I7 is then
mounted cn fhe upper edges of the parallel leg
portions of this third row of I-beams 87. The
next uppermost: playioard {7 is mounted in this
stack by placing additional short I-beams 53
directly over those in the lower section of the
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8

stack on the web of the third row of I-beams 57,
and mounting a fourth row of I-beams 57 there-
on, with their webs vertically disposed, for sup-
porting the fourth playboard 17. Such stack of
playboards may be continued upwardly, depend-
ing upon the loading e¢apacity of the storage floor,
it being borne in mind that each of the preferred
embodiments of the playboard herein described,
without ifs pressure-retaining means, weighs in
excess of 500 lbs. Since all of the I-beams 57
employed are identical with each other, and each
short I-beam 59 is identical with each other
I-beam 59, it will be appreciated that all of the
playkoards 17 so mounted in stacked relation
will be mainfained absolutely level throughout
their length, the lowermost of these units hav-
ing first been so levelled by individually adjust-
ing the wedges 58 in the manner previously de-
seribed. It is not necessary that the different
rows of I-beams 57 bhe differently arranged in
the manner described, with some of them hav-
ing their web portions disposed horizontally, but
this arrangement has been found to give maxi-
mum stability to the stack. After each assem-
bled playboard unit {7 has been so stored for the
critical periocd necessary to assure permanent
setting of the aghesive employed between adja-
cent boards, the pressure-maintaining means 48
and §2—835 are removed therefrom, and the play-
board is removed from such storage stack.

This assembled playboard unit is then finished
in the following manner. It is first passed
through a double-surface planer, and then
through a suitable triple-drum sander which
mechanically sands the upper surface thereof.
The playboard unif is then measured for length,
approximately one-half of the excess is removed
by trimming one end in a suitable saw, it is re-
measured for length and similarly trimmed to
proper lenzth at the other end, and suitable play-
scoring lines are scored transversely across the
upper surface thereof. This upper surface and
the edges are then hand-sandsd to insure as
smooth an upper surface as possible which also
is level throughout the length of the board. The
playboard is then turned over, and the bottom,
side and end surfaces are finished, preferably by
spraying two coats of a suitable lacquer thereon.
After this lacquer finish has dried, the board is
again turned over, and three similar coats of fini-
ishing lacquer are applied to the top surface,
with suitable drying pericds intervening and this
upper surface being hand-sanded and having
a sealing coat applied between the second and
third such lacquer coatings. After final drying,
the upper surface of the board is then hand-
rubbed and polished.

It is thought that the invention and many of
its attendant advantages will be understcod from
the foregoing description, and it will be apparent
that various changes may be made in the form,
construction, and arrangemsnt of the parts with-~
out departing from the spirit and scope of the
inventicn or sacrificing all of its material advan-
tages, the form hereinbefore described being
merely a preferred embodiment of the invention.

Iclaim:

i. A gluing press;, comprising sz stationary
frame, including transverse members spaced lon=
gitudinally thereof. toc define g work-receiving
ped, and vertically gisposed members for support-
ing the same, stationary pressure means disposéd
along one side of said frame, a raovable pressure
rail slidably mounted ¢ said transverse. mems=
bers, means moutted on each of a plurality of



2,618,303

9

said vertically disposed members for applying
lateral pressure to said movable rail, a plurality
of auxiliary frames pivotally mounted on said
frame for swinging movement between transverse
positions in alignment with said transverse mem-
bers and longitudinal positions substantially
normal thereto, and means mounted upon each
of said auxiliary frames for applying pressure
against the work placed on said bed.

2. A gluing press, comprising a stationary
frame, including transverse members spaced lon-
gitudinally thereof to define a work-receiving
bed, and vertically disposed members for sup-
porting the same, stationary pressure means dis-
posed along one side of said frame, a movable
pressure rail slidably mounted on said transverse
members, means mounted on each of g plurality
of said vertically disposed members for applying
lateral pressure to said movable rail towards said
stationary pressure means, a plurality of auxil-
iary frames pivotally mounted on said frame for
swinging movement between operative, trans-
verse positions in alignment with said transverse
members and inoperative, longitudinal positions
substantially normal thereto, and means mount-
ed upon each of said auxiliary frames for apply-
ing pressure against the work placed on said
bed, each of said auxiliary frames being mount-
ed at one end on a vertical pivot adjacent one
end of the associated transverse member, and
having releasable means mounted on its other
end for engaging the other end of the associated
transverse member to maintain the auxiliary
frame stationary during operation of the associ-
ated pressure means.

3. A gluing press, comprising a stationary
frame, including transverse members spaced lon-
gitudinally thereof to define a work-receiving
bed, and vertically disposed members for sup-
porting the same, stationary side backing plates
disposed along one side of said frame, a movable
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pressure rail slidably mounted on said transverse
members, means mounted on each of a plurality
of said vertically disposed members for apply-
ing lateral pressure to said movable rail towards
said side backing plates, a plurality of suxiliary
frames pivotally mounted on said frame for
swinging movement between transverse positions

“in alignment with said transverse members and

longitudinal positions substantially norma} there-
to, means mounted upon each of said auxiliary
frames for applying downward pressure against
the work placed on said bed, g stationary end
backing plate extending transversely along one
end of said frame, and pressure means mounted
at the other end of said frame for applying end
pressure towards said end backing plate against
the work placed on said bed.

4. A gluing press according to claim 3, wherein
said end pressure means is selectively movable
laterally to enable application of pressure at any
desired point on a line extending transversely
across said bed.

DAVID C. ROCKOLA.
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