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To all whom it moy convern:

.- Be it known thst ¥, Lorz Hovzg, a citizen
of the United States, residing at Monterey,
in the county of Monterey and State of
(lalifornia, bave invenied 2 new and useful

. Apparatus for Baking, Glazing, or Enamel-

ing Brick, Tile, or other Articles, of which
the following is a specification.

This invention is practically intended for
laging or enemeling brick, tile or other ay-
ticles (by rapid and continnous operation)

_and it s alse applicable for baking or burn-
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ng tile or other clay products.

The invention provides for continuous
and rapid operstion in the baking, burning
or plazing process in place of the usual slow
expengive wasteful process generally in
ne. Ahe ususl process ig to stack the ar-

s to be baked or glazed inm a kiln, and
then close the kiln, and subject the articles

for o considerable tine to heat sufficient io
bake or glaze the same, a8 the case may be.

Such operation is unsstisfactory in that it

ié slow and expensive and particularly in
conneciion with the glazing of either brick
or tile, it s umssiistactory in that it pro-
duees inegquality in thickness of coating due
t6 the running of glaze on the verticsl

‘glazed surface and in that it produces varia-
tion of color by inequality of heat in differ-

et parts of the kiln,
The main object of the present mvention
is to eliminate the above mentioned diffi-

culties, cheapen the cost of manufacture and

increase the uniformity of the preduet by
subjecting the brick or tile to the requisite
heat for baling ov glazibg as the case may
be, by continuous operation, the-articles be-
ing passed through the apparatus in such
manner that the requisite heat is directed on
to the articles siccessively and in a uniform
manier. o . -

The accompanying drawings illustrate the
apparatus constituting the invention.

Figure 1 ie a longitudinal vertical section
of the spparatus parily in side elevation.
Tig. 2 is & horizonial section of the appa-
ratus on the line #%—? in Fig. 1. Fig. 3 is
5 transverse seckion through the stack. Fig,
4 is an end elevation. ¥ig. 5 is'a partial

lan. Fig. 6 ie a side clevation of a part of
the mechanism for adjusting the height of
the carrier means. Fig. 7 is a plan of a part

of the track mesans for :upporiing the car-
rier-means. Fig. 8 is a {ragientary eleva-
tion showing the applicaiion to baking tile.

The apparatus comprises a carrier or con-
veyer means 1 for supporting the brick or
tils to be glazed or the tile to be baked or
glazed, a furnace chamber 4 extending over-
a portion of said conveyer to beat the brick
or tile carried by the conveyer, a warming
chamber 7 extending from the furnace
chamber anéd over another portion of the
conveyer to 'warm the brick or tile before
they reach the furnace chamber, and’s flue
or stack means 8 for‘earrying of the prod-
ucts of combustion from the warming cham-
ber. The machins is shown as in duplicate,
two of the conveyersbeing provided. Cham:
bers 4 and 7 as well ag conveyers 1 are sup-
ported by walls 13 ’

Each eonveyer 1 consisls of an apron car-
ried by two endless cheins 17 supporied and
operated by driving genr wheels 2 and ron-

‘ning ever a pair of gears 3 at the other end

of the apparatus. Truck wheels 18- are
journaled on the links or conveyer chains L

and run on tracks 16 which extend the entire

Jengih of each conveyer directly beneath the

The apron 1 consists of
plates extending perosy belween the two
chains ot each side of the conveyer and
forms a carrier for supporting the brick or
tile. Tracks 16 are supperied on cross-
beams 15, sliding in vertieal guide ways 9
and sapported and operated by screws 21
which serew through supports 19 at the lower
end of guide ways 9 and rotaiably engage
hoxes 20 which shide vertically on said guide
ways and carry the cross-beam 15 aforesaid.
The sapporting screws 21 carry sprocket

upper run thereof.

_wheels 92 conuected together by sprocket

chain 10 so that all of the lifting devices for
any one track can be operafed simultane-
cusly’by manual or other operating means 11
on giie of snid screws, Beans are also pro-
vided for teking up slack in the supporting
chains {o keep them taut, said means com-
prising boxes 24 in which the ;sh@r@ 25 for
each pair of sprocket wheels 3 is journaled,

ide ways 12 1o which.said bowes are i})ﬂgl:
tudinsily, slidable, and tightening sorews 26
for adjnsting the position of saidzoxes in
said guide ways. Operating par of sapm**?iei:
wheels 2 is provided with driving reans 34,
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The heating or furnace chamber 4 may be
of any suitable construction, being for ex-
ample, formed with a fire box of combustion
chamber 5 at one end, which is the end
nearer "the delivery of the conveyer, and
which has a grate or burner means 27, Said
furnace chamber is provided with a floor
formed, for example of tiles 6 set end to
end, said tiles being sufficiently thin to en-
able them to transmit and radiate the heat
from the chamber to the brick or tile.pass-
ing below the same on the conveyer. Thess
floor tiles are continued in the warming
chamber 7 as u floor therefor, so that at no
place do the gases or products of cowmbus-
tion come in contact with the brick or tile,
but a continuous lieating surface is present-
ed above the brick or tile and’in proximity
Walls 13 extend dewnwardly from
the furnace chamber and from the warming
chamber between the respective conveyers
and at the outside of same go that each con-
veyer travels in a passage 14 separate from
the other conveyer. Middle wall 13 also ex.
tends to top of the warming portion 7 so as
to divide it into two warming chambers 7,
and separate stacks 8 are provided for these
portions. A damper 23 is provided in each
stack for regulating the heat.
furnace chamber 4 extends above both con-
veyer passages 14. ;

The conveyers 1 extend beyond the end of
the warming chamber and extend to a suth-
cient distance to cnable the brick or other
articles 1o be placed thereon. The floor 6

But a single |

conveyer under the heated

952,198

. passages to the part which is under the heat-

ing chamber. .The conveyer beings set: in
motion, the bricks are placed thereon as in-
dicated, side by side, with those uppermost

which are to be glazed. The brick may be.

dipped in glazing material so that the said
faces are coated with said material before
they are placed on the conveyers or, if de-
sired, the glazing material may be sprinkled

or fed on to the top of the bricks by any suit- |

able means, such as indicated at 29 after
they are placed on the conveyers and hefore

.they pass into the heating apparatus.  I3ricks

so coated are carried by the motion of the
floor  of " the
warming chamber and the radiation from
said floor gradually warms the brick and

‘the glazing material thereon so that by the
urt of the floor”

time the brick reaches the
which 15 underneath ihe furnace chamber
4 it will have beén brought to a temperature
sufficient to stand the full temperature of
operation without cracking, the warming
chaiber being of sufficient length for ths
purpose.  Further movement of the conveyer
carries the brick underneath the heating
chamber so that the full heat of the floor
of said chamber, is radiated on 1o the top of
the brick and fuses the glazing material uni-
formly, quickly and effectually. IFrom two
to seven minutes suffice for thé passage un-
der the heating or furnace chamher, for
glazing or enameling brick. The thme re-

~quired for the passage of the hrick through

i the apparatus is only a small part of the

is also extended as at 28 beyond the delivery, |

of the heating chamber fo prevent the briek,
ete,y from being cooled too yapidly and the
conveyer.} is further extended bevond this

floor extension to allow the brick to he ex- !
posed for cooling sufliciently to emable them |

to he handied before they reach the end of
the conveyer. The supporting walls 13 ex-
tend substantially the entire Jength of the
conveyer, = :

“The operation is as follows: In case the ‘
. generally subject to change of color by heat,

machine is being used for glazing or enanel-
ing brick, a conveyer is adjusted by the means
9 aforesaid so that when bricks are placed
thercon the upper faces of the bricks will
travel close heneath the hottom of floor 6.
The burner or combustion means 27 in the
fire box 5 being set in operation, the heating
chamberr 4 is brought to a high temperature,
so that the floor 6 thereof is at a temperature
of from 500 to 2000 degrees Fahrenheit, as
needed. The waste gases passing throughthe
warming chamber 7 also heat the floor of
said chamber, the temperature decreasing
progressively toward the stack.” The floor

of the heating and warming chambers con-:

stitutes the roof of the chambers or passages
wherein the conveyers travel, and it will be

seen that that roof progressively increases in’

temperature from the intake end.of such

tinie required for the ordinary kiln opera-
tion, and the process hetng continnons the
capaeity of the appuratus is much greater

thary is possible with w kil of the same size.

or cost,

Forthermore, the heat huinn‘,air
plied in the <ome manner to all the

bric <,

Ahere is uniformity of. glazing, aud the fact

that the glazed surfuce in each case 15 ex-

tended borizontally, prevents running and

inequality of the glaze. Moreover, in case
colored glazes or enamels are used which are

the tniformity in the operation of heat pro-

Dduees aowniformity in color, which is de-
I . . . N . ‘
Cxsirable. as it obviates assorting and prevents

afarge source of waste by eliminating over-
burtned or under-burned products.  When
the bricks reach the delivery end of the hLeat-
i chambey, the glaze or enamel has been
fully fused and a further movement of the
conveyer.allows the brick to cool first gradu-
ally under the cover means 28 and *hen more
rapidly at the exposed portion of the con-
veyer. heyond the cover means, the brick

being cool enough to be handled by the time.

they have reached the end of the conveyer,
where they are removed from the conveyer.
For different thicknesses of brick the con-
veyer may be raised or lowered, as re-
guired, by the adjusting means 9 so that
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the *op. of the brick always runs close to the
fioor of the heating and warming chambers.

“In applying the invention to baking of
tile, the tile, a few of which are indicated at
31 are placed on suitable supporting bricks
32 to hold the same in proper. position for
treatment without bringing the conveyer
apparatus toe close to the heating surface,
and the tile so placed are run through the
conveyer passages underneath the healing
surfaces so that the same are warmed below
the warming chamber and then brought to

2 high temperature by passing beneath the|-

heating chamber, - The fioor of the heating
chamber is brought to the  temperature of
heat required for the operation 1200 to 2000

-degrees Fahrenheit, it being understood that

in any case the furnace will be brought to-
the temperature required for the operation
in hand. The tile -pass out from beneath |
the delivery end of the heating chamber and
are cooled as above described in the case of
the brick and eventually removed from . the:

_conveyer. ‘In glazing the tile, the process
25

is substantially the same as with the glaz-
ing of brick, the temperature being lower
for glazing than for burning. -

.- What I claim is: :

1. An apparatus for baking clay products
for ‘burning or glazing same comprising a

.- conveyer, means for producing continuous

-1}

longitudinal motion ~thereof, a furnace
chamber extending over part of the con-
yeyer and having a flat floor extending over
the conveyer and adapted to transmit and
radiate heat from the furnace chamber to-

‘ward the conveyer,” a’ warming chamber

 communieating with the furnace chamber

40

. and extending over a part of the conveyer

in advance of the furnace chamber, and

.- means for leading products of combustion
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from the’ furnace chamber through the
warming chamber, the. said furnack and

warming chambers and the floors thereof |

being wholly above the conveyer, whereby
the products on the conveyer are heated
only on their upper surfaces to direct the
heat from the floor downwardly onto the
products on the conveyer. - ' .
- 2. An apparatus for baking clay prod-
ucts for burning or glazing same compris-
ing .2 conveyer, means for producing con-

.tinuous longitudinal motion thereof, & fur-,

nace chamber extending over part of the
conveyer and having a flat floor extending
over the conveyer and adapted to transmit
and radiate heat from the furnace chamber
toward the conveyer, a warming chamber
communicating with the furnace- chamber’

and extending over a part-of the conveyer o

in advance of the furnace chember, and

means for leading products of combustion
hfrom the furnace through the warming
chamber, the conveyer extending ‘beyond the
warming chawmber to form a receiving por- 85
tion and extending ‘beyond the furnace
chamber to form a cooling and delivery
portion, the said furnace and warming
chambers and the floors thereof being
wholly above the conveyer, whereby the 7¢-
products on the conveyer are heated only . -
on their upper surfaces to direct the “heat
from_the floor downwardly onto the prod-

uets_on_the cenveyer. '
. 3’.7,An‘mxaratu§fﬁt§akigg clay prod- .

Juects for burning or glazing ssiie compris-
ing.a conveyer, means for preducing con-
tinuous. longitudinal-motion thereof, a fur-
nace chamber extending over part of the .
conveyer and having a fiat fioor extending 85
"over the conveyer and adapted to transmit
-and radiate heat from the furnace chamber
toward the conveyer, a warming chamber
communicating with the furnace chamber
and extending over a part of the conveyer 85
in advance of the furnace chamber, means
for leading preducts of combustion 7Froin
the furnace through-the warming chamber,
the conveyer extending beyond the warming .
- chamber to fori a receiving portion and.ex- 96 |
tending beyond the furnace chamber to form
a cooling and delivery portion, and a cover
feans extending over the first part of said "™
gooling portion” of the -conveyer, the said’ :
furnace and - warming -chambers and the 9§
floors thereof being wholly above the con-
veyer, whereby the products on ‘the con-
veyer are heated only on ‘their upper sur-
faces to direct the heat from the floox down- :
wardly onto the preduets on the cohveyer. 100
4. An apparatus for baking or glazing -
clay products for burning or glazing the .
same comprising two endless chdis, parrier
means supported by said chains forming a
conveyer - apron, two. pairs of sprocket 108
wheels supporting said chains, -means for
driving a pair of said sprocket . wheels,
means for longitudinal adjustment of the
other pair of sprocket wheels 'to tighten
the conveyer chains, means for vertical ad- 110
justment of a part of the conveyer chains, -
and a heating -chamber esténding over z’
part of the conveyer apron and having a -
floor adapted te receive and transmit heat - .
from' the heating chamber and- radiate it 115
toward the conveyer apton the said heating
chamber and its floor being wholly above

~3
&

the conveyer apron. - I
: T LUKE HOUZER
. In presence of— - ) o
- - Geo. S. Govrp, Jr.,
- R. H, Wney,



