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This invention relates to a machine for 
casting stereotype printing plates. . 
The objects of the invention are to pro 

vide means whereby a pair of plates can be 
cast end to end in a horizontal casting box 
of a type similar to those now in use, or a 
double truck plate can be cast therein if de 
sired, or either one of the single plate mold 
spaces can be used for casting a single plate 
repeatedly without using the other. The 
invention also involves means for separating 
the flow of metal from a pump so as to de 
liver it to the two mold spaces or to two 
widely separated points in a long thin mold 
space; improved means for sealing the lower 
edge of a semi-cylindrical mold mounted at 
an incline, and for automatically opening said 
edge when it is desired to rotate the core 
out of the mold; simple means whereby the 
rotation of the core out of the mold and then 
back into it will free the core from the plate 
and then deliver the plate loose on the back 
of the core; simple improved means for stop 
ping the rotation of the shaft of the core 

5 after a complete rotation is finished; means 
for automatically releasing the end rings 
from the cast plate and matrix; means com 
bined there with for releasing the center rings 
when two plates are cast, and other features 
of the casting device cooperating to produce 
either a double truck plate or one or two 
single plates and automatically deliver the 
same from the mold and get the mold ready 
for the next cast; and also to provide im 

5 proved means for seating the cast plate in 
the arch ready for shaving. - 
Other objects and advantages of the inven 

tion will appear hereinafter. 
Reference is to be had to the accompanying 

drawings, in which- . 
Fig. 1 is a side view of a casting machine 

with the end of a finishing arch in alignment 
therewith: : 

Fig. 2 is a plan of the double nozzles for 
delivering the metal into the mold and show 
ing the gates for receiving the metal; 

Fig. 2 is an enlarged fragmentary view of 
the same showing the deflecting device for 
controlling the direction of the streams of 
metal; - - - 

Fig. 3 is a plan like Fig. 2 showing the 
pump and melting pot in addition; 

Fig. 4 is a sectional view of the same taken 
radially; - - - - 

Fig. 5 is a sectional view on the line 5-5 
of Fig. 1 constituting practically an end 
view of the whole casting machine; 

Fig. 6 is a sectional view on the line 6-6 
of Fig. 1 looking in the other direction and 
showing the mold just filled with metal and 
ready for the next operation; - . 

Fig. 7 is a similar view showing the core 
rotated a half revolution to release it from 
the plate which is held in fixed position dur 
ing that motion; 

Fig. 8 is another similar view showing the 
core rotated back into the back and the 
plate delivered thereby ready to be pushed 
off into the shaving apparatus and also ill 
lustrating the delivery of the fractured 
ruser; , 

Fig. 9 is a sectional view on the line 9-9 

55 

60 

70 

of Fig 1 showing the edge trimming ap 
paratus. . . - - 

Fig. 10 is a longitudinal sectional view of 
the back and core with two plates cast in posi 
tion, the left half of the figure being taken 
on the radial line 10 of Fig. 11, and the right 
half on the radial line 10 in that figure; 

Fig. 11 is an end view of the same; 
Fig. 12 is a view similar to a part of Fig. 10 

showing the use of a single centerring instead 
of two in producing two plates; 

Fig. 13 is a similar view showing the con 
struction used in casting a double truck plate; 

Fig. 14 is a face view showing a modifica 
tion of the end rings and the means for oper 
ating them; 

Fig. 15 is a sectional view crosswise through 
the same; 

Fig. 16 is a view similar to Fig.14 but with 
the parts in a different position; 

Fig. 17 is a sectional view on the line 17-17 
of Fig.1, which is virtually an end view of the 
finishing machine showing only the frame and 
shafts in section and showing the plate as it 
enters the arch; and 

Fig. 18 is a similar view showing the posi 
tion of the parts as they have pushed the plate. 
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up into a firm seat in the arch and the shaving 
knife is commencing to operate. 

I have shown the machine in Fig. 1 with the 
casting part of it at the right and the shaving 
part at the left and illustrated the inven 
tion as applied to a machine for casting and 
shaving a semi-cylindrical stereotype print 
ing plate with the casting box in a position in 
which its upper flat side is on an incline, all 
supported on a frame 20. 

Referring particularly to Figs. 1 and 5, the 
machine is operated through a belt on a pulley 
21 which is fixed to a shaft 22. On this shaft 
is a sliding clutch 23 for positively connecting 
the shaft with a worm 24 which otherwise is 
free on the shaft. This worm drives a Worm 
gear 25 fixed on the main shaft 26 of the na 
chine. The clutch is operated by a lever 27 
having a handle 28 and normally held in the 
position shown in Fig. 5 by a spring 30. It 
swings on a stud 29. This lever is provided 
with a projection 31 which during the rota 
tion of the shaft 26 rests on a cylindrical guide 
32 carried by the gear 25. This cylindrical 
guide 32 has a notch 33. It will be under 
stood that the spring 30 is always tending to 
pull the lever 27 over toward the shaft 26 and 
that whenever the gear rotates into such posi 
tion that the projection 31 register's with the 
notch 33, the lever will be swung over by the 
spring and the clutch 23 disconnected. in 
this way the shaft 26 rotates through a com 
plete revolution after being connected by 
pushing back the handle 28 and stops auto 
imatically at the end thereof without further 
attention. 
The shaft 26 is mounted in bearings 35 ai'- 

ranged at suitable intervals throughout the 
machine. On this shaft is mounted the usual 
semi-cylindrical water-cooled core 40 and 
concentric with the shaft is the usual station 
ary semi-cylindrical concave water-cooled 
back 39. These are so arranged that when in 
the casting position shown in Figs. 5 and 6, 
the plane of their top surface is at an incline 
shown in the drawings as about 45°, but any 
convenient incline will do. In fact features 
of this invention will operate with a hori 

Carried on 
the frame are supports or bearings 42 in which 
a longitudinal shaft 41 is located. This shaft 
has a handle 44 at the end for turning it. It 
extends throughout the length of the casting 
box. It has keyed to it two arms 43 which en 

& gage a casting bar 45 extending throughout 
the length of the back at the lower side and 
constituting means for closing the mold at 
that point with the help of certain features 
as will appear. These arms 43 are normally 
moved upwardly to the position shown in Fig. 
8 by springs 50 and carry with them the bar 
45 which is adjustably connected to the 
arms 43. 

. In getting ready for casting, the handle 44 
has to be turned to bring these parts down 
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to the position shown in Fig. 6. When that 
is done, a pair of locking hooks 47 engage 
under a pair of projections 49 at the two ends 
of the machine and are held there by springs 
46 carried by the bar 45. This construction 
holds these parts down in casting position 
for the time being. 
On the shaft 26 at both ends of the core 

there are cams 48 circular throughout most 
of their peripheries and having one projec 
tion each. At the proper time these projec 
tions engage side projections on the hooks 47 
and Swing these hooks back out of engage 
ment with the projections 49. Now the 
springs 50 pull these arms 43 back to the 
position shown in Fig. 8. 
Connected with the shaft 41 are links 51 

which at the other end engage cams 52 sur 
rounding the shaft of the core at both ends. 
These cams operating the links 51 control a 
pair of end rings 53. These end rings are 
of usual semi-circular character projecting 
into the mold space and holding the edge of 
the matrix or matrices M. In the case ill 
lustrated in Fig. 10 especially, they hold 
the opposite ends of two different matrices. 
Springs 54 normally pull these end rings 
back out of matrix-engaging position, but 
the cams 52 hold them in that position during 
part of the rotation of the core and at the 
time of casting. When released, they draw 
back and release the matrices at their op 
posite ends. 
In Fig. 10 I have also shown two center 

rings 55 for engaging the inner ends of the 
two matrices and closing the two mold spaces 
at that point. As shown at the left in this 
figure, each of these rings 55 is connected 
with the rod 56 by a collar construction 57 
on the rod. The rod 56 is operated by a 
lever 58 pivoted at the center and having its 
end opposite the rod 56 connected by a link 
59 with the adjacent end ring 53. There 
fore when the end ring moves out as above 
indicated, the center ring moves in by this 
simple construction. Of course, this ar 
rangement is provided at both ends of the core 
and two or more rods 56 and corresponding 
parts are located at each end. The back it 
self is provided with passages in which the 
rods 56 are located. 

It might be stated at this point that in 
Figs. 14, 15 and 16 I have shown a modifi 
cation of this center ring arrangement in 
which both rings 55 are formed with wedge 
like projections and are held toward the ma 
trix by means of a wedge segment 60. This 
is operated around the curvature of the box 
by the action of the gauge at the upper side 
of the mold, the connections not being shown : 
herein. Small springs 61 between the rings 
and the wedge cause the latter to project from 
the box normally as shown in Fig. 16. This 
permits the two rings to recede from the 
matrix. The closing of the mold, however, 

SO 

O 

100 

10 



10 

20 

1,803,374 

brings the upper gauge into contact with the 
projections of the arch, forcing it between 
the two rings and causing them to spread out 
and engage the matrix. 

In Fig. 12, I have shown a narrow center 
ring 55°. This can be used where it is not 
considered necessary to loosen the inner edges 
of the matrix. In this case, the operator has 
to depend entirely on the loosening of the 
outer edges for preparing it for ejection from 
the casting box. 

ction is shown for us In Fig. 13 a constru 
ing the same back as in Fig. 10 for casting a 
single double-truck plate with a provision at 
the center for using a single matrix. This 
is done by removing the center rings and sub 
stituting for them a filling ring 63 of the 
same curvature as the casting box and filling 
whatever space there is to be filled at this 
point. The rod 56 can be removed or not 
but it is of course not used with this con 
struction. 

It is to be noted that there are two side bars 
64 and 65, each one of which is adapted to 

5 come up against a stop 66. Each has a spring 
67 for pushing it back against said stop and 

30 

3. 5 

45 

5 in a recess therein. The 
close the lower edge of the casting space for 

each has an adjustable screw 68 which is 
mounted on a projection at its back and at 
each end. As shown in Fig. 6, these two bars 
are pushed forward toward the mold to cover 
a small portion of the edge of the mold space 
by means of two cams 69; and 70. The cam 
69 swings with the bar 45 and the can 70 
swings with a shaft 71 which will be referred 
to later. They are both pushed in together 
and pulled out together as will be seen from 
from comparison of Figs. 6 and 8. It will 
be observed that the bar 45 is shaped to fit the 
bar 65 at its edge and projects over it to form 
the edge of the mold space at that point, but 
even these two members do not extend clear 
across the space. The rest of it is covered by 
a spring-pressed ejecting bar 72 which ex 
tends radially from the core and is mounted 

These three elements 

casting purposes. 
When the shaft has turned to bring the 

core 40 up out of the casting box to the posi 
tion shown in Fig. 7, the hooks 47 are just on 
the point of being released by the cam 48. 
This allows the bar 45 to rise to the position 
shown in Fig. 8, taking with it these hooks. 
The cam 69 releases the bar 65 so that the 
spring can move it backwardly out of the 
way of the plate P which has been cast in 
the mold. In the same position, this bar 72 
has engaged the plate P on the other side and 
as the core continues to rotate through an 
other half of a revolution, it will eject the 
plate as shown in Fig. 8. The plate rests on 
the bar 72 and a long projection 73 on the 
core. This leaves the plate exposed over the 

5 core so that the matrix which is removed 

3 

with it can be stripped off and the plate 
pushed into the shaving machine. " . . ." 
The method of introducing the metal into 

the mold is all old except as to one feature. 
The usual melting pot-75 is employed with a 
pump 76 operated by a handle 77. This is 
provided with a discharge spout 78 which is 
divided and delivers through two nozzles 79 
spaced from each other along the top of the 
mold space so as to deliver into both of the 
metal spaces of the mold separately. Where 
the spout divides, a valve or deflector 80 is 
pivoted on a shaft 81 and-operated by a han 
dle 82. This handle can be turned to three 
different positions as shown in Fig. 2 to 
deflect all the metal into either nozzle 79 or, 
when left in central position, to allow the 
metal to flow out through both. This is to 
provide for casting single plates at either end 
of the mold or a plate in each end or a double 
truck piate extending throughout the mold. 
The nozzle 79 delivers to the mold through 

70 

75 

80 

85 

a gate composed of two members. 83 and 84 
adapted to be swung about the bearings of. 
the shaft 71. This shaft is provided with a 
gate support 85 which carries the cam 70 
above mentioned. It is not necessary to de 
scribe the details of this form of gate except 
for the fact that it is divided at the center 
by a partition 86. Otherwise it is like the 
one shown in the prior application for pat 
ent filed by Hans C. Jordhoy, Serial No. 
108,632, filed May 12, 1926. This gate is 
operated for breaking the riser R off the 
casting plate and delivering it over back 
wards as shown in Fig. 8. - 
Now the two plates are pushed out of the 

position shown in Fig. 8 in a longitudinal 
direction over a pair of edge trimming saws 
87 on a shaft 88, which shaft is operated by 
a belt and pulley 89. The plates are guided 
one after the other along longitudinal guides 
90 for this purpose and the edges trimmed as 
is well understood. 
The plates then go directly into the shav 

ing arch 91 which is supported on the frame 
20. They run on a stationary rail 92 at one 
side and a movable rail 93 at the other. 
When the plates have been moved far 
enough into the arch, the operator swings a 
handle 94 on a shaft 95. Through gearing 
96 this turns a longitudinal shaft 97 which 
has cams 98 at each end operating a support 
99 which is carried by arms 100 pivoted on 
a longitudinal shaft 101 extending along the 
finishing arch. This action swings the plates 
up into the arch and firmly seats them 
therein. 

in accordance with the actions above de 
scribed. The shaving blade 102 thereon 

Now the shaft. 26 comes around 
while the next pair of plates are being ejected 

90 : 

95. 

100 

105 

0. 

115. 

120 . 

125 

shaves out the interior of both plates in the 
usual manner. This blade is as long as the 
core 40 so that it will shave two single width 
plates or a double truck plate. 130 
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It will be seen therefore that while this 
machine is a complete casting and finishing 
machine involving the introduction of the 
metal into the mold, cooling it, ejecting the 
cast plates, trimming the edges of the plates 
and shaving out the back, the principal fea 
tures of the invention relate to the casting 
mechanism. These features have been fully 
described in detail and the objects and oper 
ation already described in full. However, 
it may be stated that the operation of the 
casting mechanism without reference to the 
other parts is as follows: The handle 28 is 
moved back from the position shown in Fig. 
5 to close the clutch 23. Then the projec 
tion 31 rests on the guide 32 as soon as the 
shaft 26 is moved at all. The mold having 
been closed previously and the parts being in 
the position shown in Fig. 6, the first action is 
to turn the core 40 from that position to the 
position shown in Fig. 7. This can be done 
without moving any of the parts that keep the 
metal from flowing out of the mold at its 
bottom because the plate 72 is part of this 
mechanism and it moves backwardly with 
the core. Of course, the gate for introducing 
the metal at the top has to be moved out of 
the way, which is done in the manner indi 
cated in the Jordhoy application above re 
ferred to. At the instant illustrated in Fig. 
7, the cams 48 release the hooks 47 and the 
springs 50 turn the shaft 41 up to the position 
shown in Fig. 8. This releases the edge plate 
65 so the spring pulls it back out of the way 
of the cast plate where it has previously re 
mained. It should have been stated that in 
moving the gate for introducing the metal, 
the cam 70 is moved out of contact with the 
screw 68 and the upper edge plate 64 is also 
moved back by its spring. The shaft 26 con 
tinues to turn and the plate 72 pushes the cast 
plates P and their matrices around out of the 
casting box to the position shown in Fig. 8. 
The parts at the left occupy the position 
shown in that figure at the beginning of this 
movement and at its end. In the position 
shown in Fig. 8 the plates are ready to be 
pushed off either by hand or mechanically lin 
a longitudinal direction on to the saws 87 
and the rest of the operation is performed as 
previously described. 
This forms a very simple machine for cast 

ing and finishing two stereotype printing 
plates or a double truck plate at each opera 
tion. It is strong and durable and does not 
readily get out of order. Each operation is 
automatic as the operator merely has to start 
the machine by means of the handle 28 and 
then has to pay no further attention to that 
handle except to start it again. He also has 
to operate the handle 44 once before each ro 
tation for the purpose of bringing the bar 45 
down into closed position against the edge of 
the mold cavity and in opposition to the 

i,803,374 

springs 50. He does this immediately after 
the plates are pushed off into the finishing ap 
paratus. In the finishing machine, the han 
dle 94 has to be operated to force the plates up 
into the arch, of course the handle 77 has to 
be operated to force the metal into the mold 
and the upper gates have to be operated in 
the manner shown in Mr. Jordhoy's appli 
cation above identified. 
Although I have illustrated and described 

only a single form of the invention I am 
aware of the fact that modifications can be 
made therein by any person skilled in the art 
without departing from the scope of the in 
vention as expressed in the claims. There 
fore, I do not wish to be limited to all the de 
tails of construction herein shown and de 
Scribed, but what I do claim is:- 

1. In a mold for casting semi-cylindri 
cal Stereotype printing plates, the combina 
tion with a curved back and a core rotatable 
therein on a horizontal axis, of a pair of 
center rings for dividing the mold cavity into 
two parts to cast two printing plates therein, 
and means for moving said center rings and 
releasing the inner edges of the matrices 
thereby. 

2. A casting box comprising a concave back 
and a core mounted to turn on a horizontal 
axis, means for holding the matrix in the 
back, and means whereby the mold space be 
tween the core and back can be divided to 
produce a plurality of plates and can be 
made continuous to produce one large plate 
at will. 

3. In a casting box, the combination with 
a curved back located with its outer edges at 
an inclination but with its axis horizontal 
and a semi-cylindrical core rotatable on said 
horizontal axis, of a pair of end rings for 
holding the edges of the matrices, means in 
termediate between the end rings for divid 
ing the mold space into a plurality of parts 
and holding the inner edges of a plurality of 
matrices for the production of a correspond 
ing number of plates, and means for moving 
the intermediate means to release the mat 
rices as the core rotates. 

4. A casting box for stereotype printing 
plates comprising a stationary back and a core 
rotatable therein on a horizontal axis, end 
rings slidably mounted in the back for hold 
ing the edges of the matrices and closing the 
ends of the mold, and means between the ends 
of the mold for dividing the mold into two 
sections whereby two plates can be cast at 
once horizontally. 

5. In a mold for casting semi-cylindrical 
stereotype printing plates, the combination 
with a curved back and a core rotatable there 
in on a horizontal axis, of a pair of end rings 
at the ends of the back, means for withdraw 
ing said rings longitudinally and in opposite 
directions when the core rotates to a certain 
position comprising cams rotatable with the 
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1,803,374, 
core, a pair of centerrings for dividing the 
mold cavity into two parts to cast two print 
ing plates therein, and means operated by the 
movement of said end rings for moving said 
center rings inwardly and releasing the in 
ner edges of the matrices thereby. 

6. In a casting box, the combination with 
a core, of clamps for holding the inner edges 
of two matrices located in the back, and means 
carried on the back for engaging said clamps 
and moving them to clamp the matrices. 

7. In a casting box, the combination with a 
curved back arranged horizontally and a 
core fitting the back and adapted to turn 
therein on its own longitudinal horizontal 
axis, of clamps for holding the inner edges of 
two matrices located in the back, and rods 
extending longitudinally along in the back 
for engaging said clamps and moving them 
into and out of casting position so as to clamp 
the matrices in one position and free them in the opposite position. 

8. In a mold for casting stereotype print 
ing plates, the combination with a back and 
core, of two cams fixed to turn with the core 
a pair of end rings mounted in the back, said 
rings having means co-operating with said 
cams for pushing them inwardly to casting 
position, and yielding means for normally 
drawing them out to release the matrices and the cast plates. . . . . . . 

9. In a horizontal mold for casting stereo 
type printing plates, the combination with a 
back and core, the core being adapted to turn 
on a horizontal axis, of two cams fixed to turn 
with the core, a pair of end rings mounted in 
the back for clamping the outer edges of the 
matrices and defining the edges of the mold 
space, said rings having means co-operating 
with said cams for pushing them inwardly 
to casting position, and yielding means for 
normally drawing them out to release the 
matrices and the cast plates, said yielding 
means being adapted to operate whenever the 
cams permit. : . . . . . . . . . . . . . . . . . 

10. In a casting box, the combination with 
a back and a core, of means for closing the 
edge of the mold comprising a casting bar 
pivotally mounted and adapted to to furnish and a spring-pressed bar on the core adapted 
to project across the rest of the mold face 
into contact with the casting bar. . . . . 

11. In a casting box, the combination wit 
a concave back and a rotatable convex core, 
of means for closing the edge of the mold 

60 

65 

comprising a spring pressed reciprocable bar 
located in radial position and normally 
drawn back by the springs, a cam for forc 
the mold, a casting bar pivotally mounted 
and adapted to close down on the first-named 
bar and furnish a surface for defining the 
edge of the casting, and a spring-pressed bar 
on the core adapted to project across the rest 

of the moldface into contact with the casting bar. 
12. In a casting box, the combination with 

a concave back and a rotatable convex core, 
of means for closing the lower edge of the 70 mold comprising a spring pressed recipro 
cable bar located in radial position and nor 
mally drawn back by the springs, a cam for 
forcing it forward to cover a part of the edge - 
of the mold, a casting bar pivotally mounted 
and adapted to close down on the first-named 

5 

bar and furnish a surface for defining the edge of the casting, and a spring-pressed bar 
on the core adapted to project across the rest 
of the mold face into contact with the casting 
bar, a latch for holding the casting bar in a 
position in contact with the casting produced, 
and means rotatable with the core for with 
drawing said latch to free the casting bar. 

13. In a casting box, the combination with 
a back, core, and means for rotating the core 
a complete revolution, of a casting bar 
adapted to form a part of one edge of the 
mold and to remain in contact with the cast 
ing after it is produced while the corero-. 
tates out of the casting box, latches for hold 
ing the casting bar in the position described, 
means for engaging said latches when the 
core has rotated a half revolution and re 
leasing them, and spring normally tending 
to raise the casting 

been released. 
14. In a stereotype 

combination with a back and core, of an axial 
shaft on which the core is mounted to rotate, 
said back being located with its flat side in 
inclined position, a pair of bars located along 
upper and lower sides of the back, and a set 
of cams for forcing said bars inwardly to 
cover a part of the mold space at the oppo 
site edges of the mold. . . . . 

15. In a stereotype plate casting mold, the 
combination with a concave back and convex 

then stopped automatically, said back being 
located with its flat side in inclined position, 
means for introducing metal into the upper 
edge of the mold space, a pair of bars located 
radially at along upper and lower sides of 
the back, each normally spring pressed into a 
retracted position, and a set of cams for forc 
ing said bars inwardly to cover a part of the 
mold-space at the opposite edges of the mold. 

16. In a stereotype plate casting mold, the 
combination with the back and core, of a 

. shaft on which the core is mounted to rotate, ing it forward to cover apart of the edge of a pair of bars located radially at the upper 
and lower sides of the back, each normally 
spring pressed into a retracted positional 
pair of cams for forcing said bars inwardly 
to cover a part of the mold space at the op 
osite edges of the mold, means for intro 

plate casting mold, the 

80. 
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ar away from the mold 

to release the casting when the latches have 
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core, of a horizontal shaft on which the core 110 
is mounted to rotate, means whereby the core. 
can be rotated a complete revolution and . 
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6 
ducing the metal comprising a shaft to which 
one of said cams is fixed, whereby the opera 
tion of that bar will depend upon the position 
of the metal introducing means, and a casting 
bar located at the lower side of the mold and 
having a cam thereon constituting the means 
for operating the other radial bar. 

17. In a casting box, the combination with 
a back, core, and means for rotating the core 
a complete revolution, of a casting bar 
adapted to form a part of one edge of the 
mold and to remain in contact with the cast 
ing after it is produced while the core rotates 
out of the casting box, latches for holding the 
casting bar in the position described, cams 
on the core for engaging said latches when 
the core has rotated a half revolution and re 
leasing them, springs normally tending to 
move the casting bar away from the mold to 
release the casting when the core has been ro 
tated a half a revolution, a bar on the core 
projecting during casting into a position fo 
complete the lower edge of the mold which, 
when the core is rotated half a revolution, 
will engage the rear edge of the casting so as 
to eject the casting in a circumferential di 
rection when the core rotates through the 
second half revolution after the casting bar 
has been retracted by its springs. 

18. In a casting box, the combination with 
a curved back, of a shaft centrally located 
in the back, a convex core fixed on said shaft, 
a bar along one edge of the core when it is 
in casting position adapted to assist in defin 
ing the edge surface of the mold, and springs 
for projecting said bar when the core turns 
out of the casting so as to engage the rear 
edge of the curved casting when the core 
has been rotated a half a revolution, whereby, 
when the core is rotated a second half a revo 
lution, said bar will carry the casting around 
with the core and out of the back. 

19. In a casting box, the combination with 
a curved back, of a shaft in the back, a core 
fixed on said shaft, a spring pressed bar 
along the edge of the core, said bar being 
adapted to be projected by its springs so as 
to engage the rear edge of the casting when 
the core rotates to carry the casting around 
with the core and out of the back, and means 
co-operating with said bar for supporting 
the plate when thus moved out of the back. 

20. In a stereotype plate casting machine, 
the combination with a horizontal mold 
adapted to cast a double truck plate and hav 
ing removable means for dividing the mold 
to adapt it to cast two single plates, and hav 
ing two pouring openings on opposite sides 
of said removable means, of gates for direct 
ing the metal into the mold, said gates being 
divided to introduce two streams of metal 
on opposite sides of the point of division of 
the mold. 

21. In a stereotype plate casting machine, 
the combination with a mold having a re. 
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movable partition for the casting of a plu 
rality of single plates, gates on opposite 
sides of said partition for directing the metal 
into the mold, said gates being divided to 
introduce a plurality of streams of metal 
into the mold, and a spout for introducing 
metal into the gates, said spout being divided 
at the end and having a plurality of nozzles, 
one for delivering into each part of the gate. 

22. In a stereotype plate casting machine, 
the combination of a mold having gates 
divided to introduce a plurality of streams 
of metal into the mold, a spout for introduc 
ing metal into the gates, said spout having a 
plurality of nozzles, one for delivering into 
each part of the gate, and means for direct 
ing the metal through either or both of said 
spouts. 

23. In a casting machine, the combination 
with a metal spout having two separate 
nozzles to deliver metal at two separate 
points, of a valve pivoted at a point where 
the two nozzles diverge and capable of being 
turned to direct all the metal into either 
nozzle or to both nozzles. 

24. In a casting machine, the combination 
With a metal pump and a spout, said spout 
being divided and having two separate 
nozzles to deliver metal at two separate 
points into the same mold, of a valve pivoted 
at a point where the two nozzles diverge and 
capable of being turned to two different po 
sitions to direct all the metal into either 
nozzle or, when in central position, to allow 
the metal to flow to both nozzles. 

25. In a stereotype plate casting and finish 
ing machine, the combination with means for 
casting a plurality of curved stereotype 
plates in the same mold and on the same core, 
means for delivering the plates simultane 
ously above the mold in axial alignment with 
each other, tracks in registration with the 
position of the deliverywhereby the plates 
can be moved therefrom directly on the tracks, 
and a pair of trimming saws for trimming the 
edges of said plates one after the other while 
they move along the tracks. 

26. In a stereotype plate casting and finish 
ing machine, the combination with means for 
casting a plurality of plates in axial align 
ment in the same mold, means for transverse ly delivering the plates simultaneously, 
tracks in registration with the position of the 
delivery, trimming saws for trimming the 
edges of said plates while they move along 
the tracks, and a shaving arch in axial align 
ment with the mold and tracks for receiving 
the plates therefrom, said shaving arch being 
of a length to receive the two plates and hav 
ing a blade therein for simultaneously shav 
ing two plates on the interior. 

27. In a combined stereotype plate casting 
and finishing machine, the combination with 
a mold divided so as to cast two plates in 
axial alignment with each other, said mold 
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comprising a rotatable core, of a shaft on 
which the core is located adapted to deliver 
the two plates simultaneously, a shaving arch 
in position to receive the plates when pushed 
in an axial direction from the position just 
described, the shaft extending into said 
shaving arch and having means thereon for 
simultaneously shaving the two plates in 
the arch. - 

28. In a stereotype plate casting and finish 
ing machine, the combination with a mold 
divided so as to cast two plates in axial 
alignment with each other in horizontal po 
sition, said mold comprising a rotatable core, 
of a shaft on which the core is located, means 
for operating the shaft so that the plates will 
be delivered simultaneously over the shaft, 
a shaving arch in horizontal registration with 
the mold to receive the plates directly there 
from, the shaft extending through said shav 
ing arch and having a blade thereon long 
enough for simultaneously shaving the two 
plates or a double truck plate in the arch. 
In testimony whereof I have hereunto af fixed my signature. 

HENRY A. WISE WOOD. 


