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6 Claims.

This invention relates to means for forming s
concrete building block having the usual hollow
cavities but, most importantly, having the top
end solid across the upper ends of these cavities
whereby the block may be used for the top course
in a foundation or wall so as to prevent passage
of termites or the like from the ground up
through the blocks to the wooden structure there-
above. :

The building code in some cities requires that

on top of the last course of concrete blocks there -

must be build a form at least one inch high and
this form filled with cement or concrete in order
fo form a concrete slap
blocks. By use of my invention, this rather ex-
pensive operation of forming such a slab is
avoided since the blocks may be molded directly
to have a solid top face.

A primary advantage of the invention. is that
the. closed end-cavity blocks may be formed just
as rapidly as the customary open end-cavity
blocks and without distortion or change in shape
and size. My invention contemplates the short-
ening of the core in the block mold that forms

the cavity so that the concrete may be formed

directly over the ends of the cores bresented.
However, in order to make possible the removal of
the block from the cores or the cores from the
block, means must be incorporated in the mold in
conjunction with the cores to prevent that part

of the concrete forming the closures over the,

cavities from being sucked downwardly into the
cavity by reason of the vacuum otherwise pro-
duced. A further important advantage of the
invention is that there are no parts that have to
be mechanically connected with any timing or
actual operating mechanism of the block forming
machine, since the structure forming the inven-
tion operates automatically. )

These and many other objects and advantages
of the invention will become apparent to those
versed in the art in the following description of
one particular form of the invention as illustrated
in the accompanying drawings, wherein—

Fig. 1 is a side elevation of a concrete filled
block mold, a portion of the side wall of the
mold being removed;

Fig. 2, a similar view showing the block in a
partially removed position;

Fig. 3, a detail in side elevation and partial
section of the block cores:

Fig. 4, a top plan view;

Fig. 5, a transverse section through one core on
the line 5—5 in Fig. 3; and

to seal off the hollow.
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Fig. 6, a vertical section on the line 6—6 in
Fig. 3. ‘

Like characters of reference indicate like parts
throughout the several views in the drawings.

Referring to the drawings, the mold 10 is made
in the usual and well known manner to carry a
plurality of cores it entering therein from the
under side, fhree such cores being shown to form
the standard type block.  Instead of continuing
these cores to the top of the mold box 10, they are
cut off fo terminate by their upper ends at a dis-
tance therebelow as indicated in Figs. 1 and 2.
A plate {2 is placed on the top end of each of
the cores {l. This plate {2 hag a periphery
coinciding with the periphery of the core at its
top end so that the side of the plate {2 forms
in effect a continuation of the side wall of the
core . without any offset or projection  there-
between.

In order to locate and maintain the plate 12
in alignment with its core I, a stem 13 is fixed
to the under side of the plate 12 and is carried
down through a slot in the top end of the core {1.
In order to prevent revolution of the plate about
the end of the core 11, the stem i3 is formed in
a rectangular shape to fit slidingly within a hole
of like conformation in the end of the core 1i1.
Preferably the stem {3 extends downwardly
within the core I{ a sufficient; distance to permit
bending or otherwise deforming the lower end of
the stem so as to limit the upward travel of the
plate 12 from the core 1. In the present form,
the lower end of the stem 13 is split and one side
bent outwardly as indicated in Fig. 6. - Of course,
the stem may be drilled through to receive a
cotter pin- 12 as a stop. In any event the plate
12 is free to be lifted above the end of the core 11
until the stop on the stem i3 arrests further
travel.

The top end of each core i{ is brovided with
ohe or more air vents or holes 16, herein shown
as two in number, one on each side. of the hole
through which the stem {3 passes. The core 11
In each instance is secured to the fioor 17 of the
mold by any. suitable means, herein shown
as by a cap screw 18 extending up through the
floor {7 and screw-threadedly engaging a bar 19
extending transversely across the hollow inte-
rior of the core and being secured to the core
wall on each end by any suitable means, such as
by welding. The core 11 in each instance is pro-
vided with a base air hole 20, here shown as in -
the lower end of the side wall immediately at the
base or floor 7. )

To use the invention, the cores above described




o

are positioned within the core box 10, as indicated
in Figs. 1 and 2. Referring to Fig. 1, the cement
or concrete is placed in the box 10 and tamped
down in the usual manner to form the block as
indicated. As will be noted, the block is closed
across its upper end by reason of the cores 1
and their plates 12 terminating at an elevation
below the top of the box 10 so as to permit con-
crete or cement to be carried entirely across and
over the upper ends of the cores Ii and their
plates 12 so that no opening is left in any in~
stance from the top side of the block 21 into the
_top ends of the cavities formed by the cores it.

Following the placing and tamping of the con-
crete, the block 21 is relatively shifted upwardly
in the usual manner so as to remove it from the
box 10 and the cores 1i. Referring to Fig. 2,
the block 21 is shown as having heen shifted in
relation to the box 10 a slight distance. In
this initial shifting, it is to be noted that the
plate 12 follows upwardly with the block due to
the fact that a slight vacuum is created within
the space above the plates 12 and the under
side of the concrete which is in contact with
the plate 12. The upper portion of the block 21
is thus supported and prevented from being
pulled inwardly by the vacuum above the cores
as the block 21 is relatively moved from the
cores. However, the slight initial upward travel
of block 21 immediately clears air holes 20 and
air passes at once through these holes and
upward through holes 16 to the space between
cores |1 and plates 12; thence it finds its way
around the edges of plates 12 and relieves the
partial vacuum between plates 12 and the con-
crete above plates (2. To facilitate this air
movement, the edges of plates 12 are beveled as
shown. With the partial vacuum removed, plates
12 immediately drop back down onto the ends
of cores 11 in every instance.

If the cores I} are slightly tapered, as is quite
customary to facilitate their withdrawal and as
is shown in the drawings, then the initial rela-
tive travel of block 2i away from cores 1 lets
air also travel along outer walls of cores i1 to
reach the space between cores Ii and plates 12
without passing through holes 28 and 16.

The stops on the stems {3, of course, prevent
undue travel of the plates 12 away from their
cores 11 as well as prevent misalignment there-
with so that the plates 12 are always automati-
cally repositioned and ready for use in subse-
quent molding operations.

While T have herein shown and described my
invention in the one particular form, it is ob-
vious that structural variations may be employed
without departing from the spirit of the inven-
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tion and I, therefore, do not desire to be limited
to that precise form beyond the limitations as
may be imposed by the following claims.

I claim:

1. In a concrete block mold, a core, a plate
on the end of the core, said plate being shiftable
in relation to the core in the direction of the
axis of the core, means maintaining the plate
in alignment with the core, and stop means lim-
iting the travel of the plate from the core.

2. In a concrete block mold, a core, a plate
on the end of the core, said plate being shiftable
in relation to the core in the direction of the axis
of the core, means maintaining the plate in
alisnment with the core, and stop means lim-~
iting the travel of the plate from the core, said
core having one or more air vents in said end
under said plate.

3. In a concrete block mold, a core, a plate on
the end of the core, said plate being shiftable
in relation to the core in the direction of the axis
of the core, means maintaining the plate in
alignment with the core, and stop means lim-
iting the travel of the plate from the core, said
core having an air vent in its side wall at its
base.

4. Tn a concrete block mold, a core, a plate on
the end of the core, said plate being shiftable
in relation to the core in the direction of the
axis of the core, means maintaining the plate
in alignment with the core, and stop means lim-
iting the travel of the plate from the core, said
core having one or more air vents in said end
under said plate, said core having an air vent
in its side wall at its base.

5. For molding plastic articles to have a cavity
therein opening from one side of the article and
closed at the other side, a tapered core having

“an outer transverse end wall shiftable in rela-

tion to the core in the direction of the axis of
the core, said core having one or more air vents
through the core opening under said wall, where-
by relative movement between the article molded
over the core and the core for core withdrawal
allows said wall to move initially with the ar-
ticle until the cavity is vented through said vent.

6. For molding plastic articles to have a cavity
therein opening from one side of the article and
closed at the other side, a core having an outer
transverse end wall shiftable in relation to the
core in the direction of the axis of the core,
whereby relative movement between the article
molded over the core and the core for core with-
drawal allows said wall to move initially with
the article until the cavity is vented.

EMIL FRANK ZUBER.



