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1

This invention relates to an improved machine
for casting stereotype plates.

Stereotype plates for use in printing newspapers
and the like are made by casting molten metal
in a mold in which a stereotype matrix, also
known as a flong or mat, has been placed. The
molten metal is solidified by cooling, and the re-
sulting cast plate is separated from the matrix
and finished.

The conventional mold consists essentially of
a core and a casting box separated slightly from
each other to provide the space in which the
plate is cast, this mold space usually being ar-
ranged in a vertical position. In accordance with
customary practice, the requisite amount of
molten metal to form the desired cast plate is
poured from the top of the mold into the space
between the core and the casting box, the matrix
having previously been placed therein. Such pro-
cedure, however, results in the production of a
porous cast plate even though certain precau-
tions are taken in the pouring of the molten
metal, which appears to trap at least a portion
of the air initially in such space in the form of
bubbles. The air can only escape by being forced
around and through the descending molten metal;
and the cooling of the molten metal, which is
solidified as quickly as possible since speed of
operation is important, apparently does not per-
mit all of the air to escape.

The present invention is directed to an im-
proved stereotype plate-casting machine that
avoids this operating difficulty. This improved
machine is designed for the introduction of the
molten metal into the bottom of the mold space
so that the molten metal displaces the air up-
wardly substantially as a single mass as it rises
as a pool within such space and does not trap
any air as it solidifies. In this manner, inter-
mingling of the molten metal being introduced
into the mold space and of the air being dis-
placed therefrom and the resulting porosity oth-
erwise encountered are substantially avoided.

Our improved plate-casting apparatus includes
a vertically arranged mold comprising a core
and a casting box positioned at a slight elevation
with respect to a metal-melting pot, the mold
and the melting pot being interconnected by a
suitable conduit for the introduction of the
molten metal into the mold space at substantial-
1y the lowest point thereof. The introduction of
the molten metal in this manner is controlled
by a valve which is designed and operated so that
the formation of a sprue on the cast plate by
the metal in the connecting conduit is avoided
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and so that the molten metal in the connecting
conduit is returned to the melting pot and any
possible solidification of the molten metal in
such conduit is thereby avoided. A particular
feature of the invention resides in the coordina-
tion of the operation of this valve with the op-
eration of the pump means for supplying the
molten metal from the melting pot to the mold
space whereby the production of cast plates can
be automatically or semiautomatically carried on
without interruption. The improved machine
may also be provided with means to enclose the
top of the mold space, ordinarily left open, so
that the air, as it is displaced upwardly in the
mold space, is confined and exerts an increased
pressure on the molten metal as it cools and
solidifies whereby a close grain plate with finer
detail is obtained. In this latter arrangement
the mold space-enclosing means is advantage-
ously provided with a release valve for the es-
cape of the air confined in the mold space in
accordance with any predetermined operating
conditions. :

Other features and advantages of the inven-
tion will be apparent from the following de-
scription of certain preferred forms thereof taken
in connection with the accompanying drawings,
in which:

Fig. 1 is an end elevation with parts in section
and with certain parts omitted of a manually
operated plate-casting machine provided with
one form of the improved apparatus.

Fig. 2 is g side elevation with parts in section
of the manually operated machine shown in
Fig. 1, the machine being shown in this figure
with the mold space filled with molten metal.

Fig. 3 is a detail view of a part of the ma-
chine taken along the line 3—3 of Fig, 1.

Fig. 4 is a diagram of the electric circuit for
operating certain parts of the machine shown in
Fig. 1.

Fig. 5 is a fragmentary side elevation, partial-
ly in section, showing the machine of Fig. 2 pro-
vided with a modified construction.

Fig. 6 is an end elevation with parts in sec-
tion of an automatically operated plate-casting
machine provided with another form of the im-
proved apparatus.

Fig. 7 is a side elevation with parts in section
of the machine shown in Fig, 6.

Figs. 8 and 9 are detail views taken along the
line 8—8 of Fig. 6, the two figures showing the
machine in -successive operating positions.

The manually operated plate-casting machine
shown in Figs. 1 and 2 includes the core {0 and
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the casting box (1, which together form the
mold in which the plates C and C’ are cast. This
machine is so designed that, after the plate C
has been cast, the casting box (f is retracted
and the core 10 is rotated through 180°, during
which rotation the top and the bottom of the
plate are trimmed. The casting .box ¥l “is ‘then
returned ‘to’its closed position, the plate ‘C being
simultaneously dislodged from the core I8, and
the plate C’ is then cast in the mold space
formed by the core and the-casting -box. These
operations are cyclically repeated until the de-
sired number of plates has :been .cast. '

The core 10 is journaled -on ‘thewertical.shaft

10

12, the upper end of the core béing formed into g5

a hub 13 which engages the upper-bearing 44 -af
the shaft (2 and the lower .end:of the:core:being
formed with the internal hub I8 which is fitted
on the lower bearing 16 of the shaft {2, "This
shaft is provided at its lower end with the in-
‘tegrally :formed, outwardly extending fange 111
secured to the base 8. The :core:rests on and
‘is supported ‘by the semicircilar ring :support -9,
which:is also suitably: secured ito the ‘base of sthe
machine, Rotation of the :core is :accomplished
-through ‘the bevel gear 20 :secured :to the iuppser
b 13 0f the core and:driven:by the bevel pinion
21 mounted -on the shaft 22, which is:supported
‘at one :end “by -the bracket 23 carried -by :the
frame ‘member 24 -affixed :to the ‘base 8 :and
‘which is driven ‘from any suitable :power ‘source
(not shown).

The -casting hox {1 is provided -on :each =ide
‘with “ the Tollers 25, ‘which are adapted to xall
:along the tops .of the frame -members 26 :also
secured to the base of thre ;machine. Journaled
:in ‘these frame members iis the :shaft 21, on one
end :of “which is fixed the:handle 28. This shaft
also carries the:cranks 29, :each :of -‘which is piv-
otally connected to.one-endof an:arm39:in ‘turn
pivotally fastened at its ofher -end to.one:side-of
‘the-casting box. Upward-movement:of the-han-
dle 28 from the position shown in Fig. 2 :éffects
a retraction:cf the-casing ‘box Il -from its:closed
position, :and :movement of this handle ‘to the
position shown effectsthe-closing :of the casting
box.

The tail of the cast plate is trimmed -and the
Jower edge thereof is:also trimmed, as the core
{0 is rotated, by means of the npper and lower
‘saws 81 and 32, respectively, .carried on the shaft
33 journaled in the:bracket 34:pivotally mounted
on the frame member 24. These saws are oper-
-ated by ‘means:of the:helt 35 passing .around the
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pulley '35 on ‘the :shaft .33 :and -over the guide .

pulley 37 :anddriven by.any-suitable means (not
.shown). -“The operation .of the machine is-such
that the bracket -34 is swung iito eperative po-
sition only when the:casting ‘hox Il is retracted,
the ‘details .of 'such :mechanism ‘being shown in
the patent to Wood, No. 1,009,272, Reference
is .also .made to this ‘patent :and to the Wood
‘Patent ‘No. 1,009,367, -for other :defails :of .con-
struction and .operation of ithe :casting tbox :and
core.

Inaceordance with the present invention, the
‘metal-melting :pot 38:is positionedbelow the core
and the casting box and may ‘be :formed as a
unit :therewith. This pot .is provided \with the
molten-metal .pump .comprising the "piston :38,
‘the "piston -rod :40, -and ‘the “piston cylinder 41,
‘which.hasthe:inlet openings 42 :and the upwardly
extending -discharge .spout 43 ;that :is ‘fastened
‘to ‘a .manifold :44 desirably formed rintegrally
with the:ring support (19, This manifold:directs
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4
the molten metal through an opening 45 into
the arcuate passage 46 that communicates with
the mold space in which the cast plate is formed.

Adapted to slide within this arcuate passage
46 is the similarly shaped gate valve 471 (Fig.
3), which controls the flow of the molten metal
‘into the mold space. "This -valve .and ithe ring
‘support 48 are respectively provided with the
slots 48 and 49, in which is fitted the bifurcated
-end of the lever 50 pivotally mounted on the
shaft B! journaled in the extensions 52 of the
Ying support. The other end of the lever 50 is
-pivotally -connected :by the pin 53 to one end of
the arm B4, which in turn pivotally secured at
its other end to the crank 55 mounteé on the
crankshaft 58. Also mounted on this latter
shaff is the -worm gear 57 driven by the worm
B8 secured to the drive shaft 59 of the motor 60.
As:indicated in Fig. 2, this motor is fastened to
the base of the machine, and the shafts 56 and
-89 ‘are journaled in -suitable bearings :in ithe
housing 61 also secured to the base 8.

The piston :rod 48 :of the molten-metal pump
‘is :pivotally attached to one-end of the.link :62,
-the other -end -of which:is in turn pivotally se-
-eured to the .pump handle €3 mounted on the
.shaft -64 rotatably journaled in the ‘bracket 65
carried by the:frame member :24. -Attached :to
this bracket 65 is the stop 66 which .engages -one
‘end ‘of the latch rod 871 connected -at .its .other
«end to the latch handle 88 associated with the
:pump ‘handle 63 in order to maintain the pump
.piston 39 .in the position shown :in Pig. 1 -when
the pump is not in use.

In-the operation of this plate-casting machine,
when :the core and the casting box have been
Jbrought together .and the valve 47 has -been
opened as shown in Fig. 2, the latch rod 67 .is
disengaged from 'the stop -66, the pump handle
83 is depressed, and the desired amount of
molten metal is forced through -the .discharge
spout 43 :and the manifold 44 into the .mold
space. -As the pump handle 63 reaches the
bottom of its .stroke, the cam 69 mounted ‘on
the shaft 64 trips the arm 78 of the limit switch
1.1 mounted on the bracket 87 pivotally journaled
on the shaft 64 whereby an electric circuit -is
closed through energization of the operating
solenoid 12 .of the switch 124 and the motor-60
is started (Fig. 4). The wvalve 471 is :thereby
pushed upwardly within the arcuate passage 46
and closes the opening-45-in the ring support 19,
.the molten metal being forced out of the passage
45 'so that no sprue is formed on the cast plate
to.interfere with the subsequent rotation of .the
core |2, The pump handle 83 is now raised, and
the molten metal remaining in the spout-43 and
‘the manifold 44 is returned to the melting pot
‘38 by -gravity. The -valve 47 is provided with
the internal -vent line 13 open to -the .external
:atmosphere -and .communicating with the mani-
fold-44 when the valve is closed. 'This arrange-
ment;prevents-the formation of a vacuum. pocket
in the spout-43 .after -the valve has been closed
‘and -so permits the immediate return of molten
metal to the melting pot 38.

Closing of the valve 47 is accomplished by ro-

‘tation of the shaft 56 through half a revolution.

As the valve reaches its closed position, the cam
‘14 mounted on this shaft trips the arm 15 of the
limit switch 76 secured in the housing 61 :whereby
the motor-energizing -circuit is broken through
de-energization of the solenoid 12 and the motor
60 is stopped. A magnetic brake 11 of known
‘construction serves to stop the motor.as soon.as
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the circuit is broken, Although the limit switch
71 is opened when the pump handle 63 is raised,
the motor circuit remains closed until the valve
471 reaches its closed position since the limit
switch T6 closes as soon as the motor starts.

As soon as the cast plate has been sufficiently
cooled, the casting box {1 is retracted by opera-
tion of the handle 28, and the core 19 is rotated
through half a revolution for trimming of the
cast plate and removal thereof for finishing. As
the handle 28 is moved, the cam 18 fixed to
the shaft 27 trips the arm 19 of the limit switch
80 mounted on one of the frame members 26
whereby the motor-energizing circuit is again
closed through re-energization of the solenoid 72
of the switch 72a and the motor 60 is again start-
ed. The valve 47 is thereby moved to its open
position as shown in Fig. 2 through rotation of
the shaft 56 again through half a revolution. As
the valve reaches its open position, the cam 14
again trips the arm 15 of the limit switch 18
whereby the circuit is again broken through de-
energization of the solenoid 72 and the motor 60
is brought to a stop. The apparatus is then ready
for the casting of another plate.

The amount of molten metal delivered to the v

mold space may be varied as desired by adjust-
ment of the knob 81 on one end of the rod 82
journaled in the extension 83 of the bracket 23.
The other end of this rod is threaded as shown
at 84 and engages the threaded boss 85 to the
bracket 87 carrying the limit switch 71. Such ad-
justment of the rod 82 changes the position of
the pin 85 fixed in the limit-switch bracket 87
with respect to a slot 88 in the cam 69 so that
the degree to which the pump handle 63 can be
depressed is accordingly limited. The Ilimit
switch T{ is fixed in relation to the pin 86 and is
similarly adjusted when the knob 81 is turned so
that the valve 47 is closed at the proper time re-
gardless of the particular amount of molten
metal delivered to the mold space.

In Fig. 5 there is shown a modified form of
casting apparatus, in which the core 18 is provid-
ed with the annular sealing ring 89 suitably se-
cured to its upper edge. This ring fits tightly
against the casting box 11 and serves to confine
the air initially within the mold space as the
molten metal is introduced into the lower por-
tion thereof. In this manner the hydrostatic
pressure on the molten metal during the casting
and cooling thereof is increased whereby a close
grain plate with finer detail is obtained. In cer-
tain cases it may be possible, through such con-
finement and compression of the air within the
mold space, to reduce the size of the tail custom-
arily formed along the upper edge of the cast
plate to provide the necessary hydrostatic pres-
sure. Each half of this sealing ring 89 is equipped
with an adjustable spring-loaded air-release
valve 99 so that the degree of air compression
within the mold space can be regulated.

The automatically operated plate-casting ma-
chine shown in Figs. 6 and 7 includes a cylindri-
cal core 81 and 2 casting box 92. The cycle of
operation of this machine is identical with that
of the manually operated machine already de-
scribed except that each operation is automati-
cally carried out and, in accordance with the in-
vention. the sequencs of operations is automati-
cally coordinated.

The lower portion of the core 91 is formed with
a reentrant boss 21a, in which is suitably secured
the vertically disposed valve chamber 93 adapted
to ride on the seat formed by the elbow-shaped
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conduit 93a fastened to the base 94 of the ma-
chine. Secured to the lower portion of the core
is the ring 95, which corresponds to the ring sup-
port 19 of the manually operated machine and is
provided with the vertical annular-flange 96 sur-
rounding the conduit 93a. The core is rotated
as a unit with the ring 95, which may be formed
integrally therewith, and with the valve cham-
ber 93 about this conduit 83a, which acts as a
guide therefor.

As in the manually operated machine, the met~
al-melting pot 97 is disposed below the core and
the casting box and is provided with the molten-
metal pump comprising the piston 98, the piston
rod 99, and the piston cylinder (60, which has
the inlet openings {61 and the upwardly extend-
ing discharge spout 102 that is fastened to the ex-
tension 103 of the conduit 93¢. The molten metal
is forced up through the valve chamber 93, out
through one of its two oppositely positioned
ports 104 into the respective communicating cav-
ity 105 (Fig. 8) formed between the core 91 and
‘the ring 95, and into the mold space between the
core and the casting box.

Adapted to slide within the valve chamber 93
is a valve piston 106 attached to the valve piston
rod 161. This valve piston is provided, as shown
in Fig. 7, with the depending arcuate boss 106a,
which closes off the port 104 not in communica-
tion with the mold space so that the molten
metal is directed only into such space.

The outer end of the rod {07 is pivotally fas-
fened to one end of a rocker arm 108 secured at
its other end to a shaft 108 journaled in suitable
bearings in the base of the machine. Also se-
cured to this shaft 109 is the lever {10 pivotally
secured at its outer end to one end of the link
111, the other end of which is bifurcated as shown
in Fig. 7 and is provided with the roller {12 adapt-
ed to slide in the cam groove 113 of the cam plate
114 mounted on the shaft 115 journaled in the
frame members {16. This shaft 115 is driven by
the motor 11T through the sprocket chain 118
engaging the sprocket 118 mounted on the motor
shaft 120 and the sprocket 121 mounted on the
shaft {22. The shaft 122 is suitably journaled in
one of the frame members 1186 and carries a worm
193 that drives a worm wheel 124 mounted on the
shaft [15. The motor 117 is suitably supported
from one of the frame members {16.

The piston rod 99 of the molten metal-pump is
pivotally attached to one end of the link {25, the
other end of which is in turn pivotally attached
to the crank 126 fixed to a stud (27 suitably jour-
naled in the frame member 1i6. Also fixed to
this stud 127 is a throw lever 128 pivotally at-
tached to one end of the arm 129 which is in turn
pivotally secured at its other end to one arm
of the bell crank lever 138 mounted on the stud
131 also journaled in the frame member 116,
The other arm of this bell crank has a roller 132
adapted to slide in the cam groove 123 in the
cam plate 1384 mounted on the shaft 115. Ad-
justment of the amount of molten metal delivered
to the mold space for the production of a cast
plate can be obtained by varying the position of
the arm 129 with respect to the throw lever 128,
the pin {35 in the arm 128 engaging the slotted
portion 136 of the throw lever {23 in the known
manner. :

The casting box 82 is provided on each side
with the rollers {37 adapted to roll on the track
members (28 secured to the respective frame
members 116 during movement of the casting
box to and from its closed position. The mecha-




‘nism (ndt shown in the interest .of «clarity) for
:s0'moving the casting -box is:also:drivenfrom:the
shaft 11§ by means -of a-cam arrangement, and
reference is made to the patent to Wood, No.
1,848,692, for the:details of the construction and
operation thereof. The mechanism for rotating
the :core, which .is enclosed -within the housing
139, .is .also driven hy the motor ‘117 in a -coor-
dimated manner with the other moving elements
and is described in detail in this ‘Wood :patent.
-Reference is also made ‘to this patent for details
.of “the “upper ;and lower -tail-trimming -saws {49
-and :H41 mounted ;on 'the shaft 142 journaled in
“the ‘Dbracket 143 hingedly secured to -one of the
frame ‘members 116, such saws likewise :being
-driven from the-motor 4 17:in timedrelation with
-the wotation of ‘the -core, and for .other known
-details mot :shown in ‘the -drawings.

JIn‘the.operationof the described machine, when
“the ‘core:and the ;casting thox have -bezn ‘brought
‘together mnd the valve piston s !in the ‘open
“position as shown :in Fig. -6, the molten-metal
'pump forces molten metal through ‘the valve
chamber 93 and one of :the:cavities 105 into the
‘bottom -of the mold space wherein it rises as a
pool. -As‘soon as ihepredétermined amount of
molten “metal has theen forced into the mold
‘sSpace, thewalvepiston 10§ is:automatically moved
-downwardly, thereby closing :off the :cavity 105
‘from the valve chamber:93; and the pump piston
98 is then depressed,whereupon themolten metal
remgining in “the spout 462 and the -conduit "93a
‘isreturned ‘to the'pot 97 by gravity. To-prevent
‘the iformation of ‘a vacuum ‘pocket in the wvalve
~chamber, the wvalve piston :#08 is :provided -with
‘the ‘internal -air vent duct 144 -which matches
with :one -of :the air vent :ducts 245 in the-valve
:¢hamber °93, ‘the :core 91, -and ‘the xing 95 when
the -valve piston:is in its closed position,the vent
‘gudts [i49:being open-to-the external atmosphere.
"Each vent duét 145 is ralso ‘provided with the
extension 146 opening ‘into the :space above “the
valve piston 106. S

“When the 'valve piston {106 has ‘heen -closed,
“during which time the cast plate iis being cooled
0 "solidify the ‘molten ‘metzal, the casting box 92
-is -automatically retracted the core 94 is rotated
through 180°, and the saws 140:and 41 -trim the
upper and lower ‘tails T and "I’, respectively,
from the cast plate as the core is rotated. 'The
casting box is then returned to'its closed position
whereupon the cast plate:C and its upper tail T
‘are ‘broken away from the core and .removed.
The “lower tail T ‘is removed by means of the
fingers (41, which are attached to the lower por-
tion of the casting box and which :contact the
projections 148 of the ejector bars 1449 sliding in
corresponding grooves in the lower part of the
core 91, such projections extending downwardly
through the slot-like openings 150 -in the ring 85
‘(Figs.’8 and 9). In‘this'manner:the ejector bars
contact the lower tail T’ and dislodge it from the
cavity 105 so that it can be removed from the
machine. TFig. 8 shows the tail T’ ready 'to be
‘ejected, and Fig. 9 shows this tail in ejected posi-
‘tion. In the meantime the valve piston 10§ is
-2gain moved to its open position -as shown, and
the machine is ready to form-anocther cast plate.
As already indicated, the several operations are
all automatically coordinated by means -of ‘the
‘several'cam plates and related mechanisms, which
are so designed that each operation is performed
‘in timed sequence in relation to-the others.

As in ‘the case -of ‘the manudlly operated
‘machine, ‘this automatic ‘machine ‘may -also be
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-provided with-the sealing ring 151 secured to-the
upper edge of the score 91. .Spring locked ad-
Justable air-release valves (5la, similar to the
valves 80 of the manually operated machine, may
be provided onthe ring 151 to control the pressure
to -which air is compressed in the mold space.
-Provision (not -shown) is, of course, made for
‘the dintreduction of ‘the requisite cooling water,
~which :is removed “from the core :through the
‘nipples 482 and the drain pipe 153.

Although the present invention ‘has been -de-
scribed in detail in connection ‘with the above
‘types of -plate-casting machines, it is ‘applicable
‘to-other types of such machines and also to the
‘production -of other types of plates such as flat
_plates.

We claim:

1. In combination with a stereotype plate-
casting machine including a vertical mold com-~
‘prising g :core-and a casting box forming.a ver-
“tical '‘mold 'space therebetween, .2 metal-melting
.pot-below the bottom of the mold, a-conduit.con-
‘necting the melting pot with the bottom of the
‘mold -space, a .cut-off valve interposed -between
the head of the conduit and the bottom -of the
1mold space for blocking the ‘passage .from 'the
-eorrduit to the mold space, and means operated
‘by-the valve to vent the head of the conduit below
the -valve  when the valve is closed -and ‘to close
such vent when the valve is open.

2. In combination with s stereotype -plate-
casting machine including-a vertical mold com-
Prising a-cylindrical core and a semicyclindrical
‘casting -box forming a vertically extending mold
space therebetween, & metal-melting pot below
the-lower end of the mold, an arcuate member
for:supporting the core, 5 manifold carried by the
arcuate member and communicating with the
bottom -of the mold space, a conduit connecting
the melting pot and the manifold, a valve inter-
:posed between the -melting pot and the ‘mold
space for controlling -the flow of molten metal
through-the conduit into such space and means
‘operated by -said valve for venting said -conduit
to atmosphere only when said-valve is closed.

3. In -combination with a -stereotype -plate-
casting -machine including ‘a vertical mold -com-
prising -a cylindrical core and g semicylindrical
casting box forming g vertically extending mold
space ‘therebetween, -a metal-melting -pot below
the bottom:of said mold, an arcuate member for
supporting the core, said arcuate member ‘hav-
ing:a vertical arcuate passage in-alinement pe-
ripherally with the -bottom ‘of the mold space,
:a manifold carried by the arcuate member and
communicating with the arcuate passage, a:con-
duit connecting the melting pot and the mani-
feld,-and-g valve slidable in the arcuate passage
to-control the flow of molten metal into the mold
‘space.

4, In combination with a stereotype -plate-
casting machine including a vertical mold com-
jprising a eylindrical core and a semicyclindrical
-casting box forming a vertically extending mold
‘space therebetween, a metal-melting pot ‘below
the bottom of said mold, g vertical chamber posi-
tioned -below the core and arranged axially with
irespect “thereto, said core being formed to pro-
'vide a passage between the chamber and the
‘bottom of the mold space, a conduit connecting
the melting pot and the chamber, and g valve
interposed between the melting pot and the mold
‘space for controlling the flow of molten metal

“-into such space.

75

5.°In .combination ‘with a -stereotype -plate-
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casting machine including a vertical mold com-
prising a cylindrical core and ga semicylindrical
casting box forming a vertically extending mold
space therebetween, a metal-melting pot disposed
below the boitom of the mold, a vertical valve
chamber associated with the bottom of the core
and arranged axially with respect thereto, said
core being formed to provide a passage between
the valve chamber and the bottom of the moid
space, a conduit connecting the melting pot and
the valve chamber, and a valve movable in said
valve chamber for controlling the flow of molten
metal into the mold space.

6. In combination with a stereotyps plate-
casting machine including a vertical mold com-
prising a cylindrical core rotatable about a ver-
tical axis and an arcuate casting box adjacent
a part of the cylindrical surface of the core and
forming therewith a vertically extending mold
space, a metal-melting pot below the mold, a
valve chamber secured to the bottom of the core
and arranged axially with respect thereto, said
core being formed to provide oppositely disposed
passages alternately connecting the chamber
with the bottom of the mold space when the core
is rotated, a conduit connecting the melting pot
and the chamber, said chamber having oppositely
disposed openings each communicating with one
of the core passages, and a valve movable in the
chamber for controlling the flow of molten metal
from said chamber and into the mold space
through the one of said core passages connecting
said chamber to the mold space.

7. In combination with a stercotype plate-
casting machine including a vertical mold com-~
prising a core and a casting box forming a ver-
tically extending mold space therebetween, a
conduit communicating with the bottom of the
mold space, means to introduce molten metal
through the conduit into the mold space, a cut-
off valve interposed between the conduit and
mold space for blocking the passage there-
through, a sealing member for closing the top of
the mold space to confine air therein under com-
pression as the molten metal rises within such
space, and a loaded air-release valve positioned
across g passage through the sealing member for
releasing confined air in said space.

8. Tn combination with a stereotype plate-
casting machine including a vertical mold com-
prising a cylindrically shaped core and a semi-
cylindrical casting box forming a vertically ex-
tending mold space therebetween, a conduit com-~
municating with the bottom of the mold space,
means to introduce molten metal through the
conduit into the mold space, a cut-off valve inter-
posed between the conduit and mold space for
blorking the passage therethrough, an annular
sealing ring for closing the top of the mold space
to confine air therein under compression 2s
the molten metal rises within such space, said
sealing ring being attached to the upper periph-
_eral edge of the core, and a loaded air-release
valve positioned across a passage through the
sealing ring for permitting the escape of such
confined air. ’

9. In combination with a stereotype plate-cast-
ing machine including a vertical mold compris-
ing a cylindrical core and a casting box forming
a vertically extending mold space therebetween,
said core being rotatable about its vertical axis
and said casting box being retractible from its
closed position with respect to the core, a vertical
chamber positioned below the core and arranged
axially with respect thereto, the lower portion

10

15

20

25

30

35

40

50

55

60

65

70

%

10

of said core being formed to provide a passage
between the chamber and the bottom of the mold
space, means to introduce molten metal intc the
mold space through the chamber and the passage,
a valve to control the flow of molten metal into
the mold space, the molten metal forming in said
passage a tail on the plate cast in the mold space,
means to trim the tail from the cast plate during
rotation thereof with the core, and means oper-
able by movement of the casting box for dislodg-
ing the severed tail from the passage.

10. In combination with a.stereotype plate-
casting machine including a vertical mold com-
prising a core and a casting box forming g ver-
tically extending mold space therebetween, said
core being rotatable about its vertical axis and
said casting box being retractible from its closed
position with respect to the core, a vertical cham-
ber positioned below the core and arranged ax-
ially with respect thereto, the lower portion of
said core being formed to provide a passage be-
tween the chamber and the bottom cof the mold
space, means to introduce molten metal into the
mold space through the chamber and the pas-
sage, a valve to control the flow -of molten metal
into the mold space, the molten metal forming in
said passage a tail on the plate cast in the mold
space, means to trim the tail from the cast plate,
ejector means associated with the core and
adapted to engage the severed tail, and inwardly
projecting means on the casting box for engaging
said ejector means upon closing of the casting
box from its retracted position and causing the
ejector means to engage the severed tail for dis-
lodgement, thereof from the passage.

11. In combination with a stereotype plate-
casting machine including a vertical mold com-
prising a core and a casting box forming a ver-
tically extending mold space therebetween, a con-
duit communicating with the bottom of the mold
space, a pump for introducing a plate forming
charge of molten metal through the conduit into
the mold space in one discharge stroke, means for
operating the pump, a cut-off valve interposed
between the conduit and the bottom of the mold
space for blocking the passage therethrough, and
means positively operated by the pump operating
means at the end of the pump discharge stroke
for closing the valve.

12. In combination with a stereotype plate-
casting machine including a vertical mold com-
prising a core and a casting box forming a ver~
tically extending mold space therebetween, said
casting box being retractible from its closed posi-
tion with respect to the core, a conduit com-
municating with the bottom of the mold space,
means to introduce a plate forming charge of
molten metal through the conduit into the mold
space, a cut-off valve interpcsed between the con-
duit and the bottom of the mold space for block-
ing the passage therethrough, means positively
operated by the molten metal-introducing means
for closing the valve immediately after the plate
forming charge of molten metal has been intro-
duced into the mold space, means fto retract the
casting box, and means positively operated by the
casting box in its retracted position for opening
the valve.

13. In combination with a stereotype plate-
casting machine including a vertical mold com-
prising a core and a casting box forming a ver-
tically extending mold space therebetween, said
casting box being retractible from its closed posi-
tion with respect to the core, a conduit communi-
cating with the bottom of the mold space, a pump
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for introducing & plate forming charge of molten”

metal through the conduit into the mold space
in one discharge stroke, a cut-off valve interposed
between the conduit and the bottom of the mold
space for blocking the passage therethrough, a
motor for operating the valve, means operable by
the pump at the end of its discharge stroke for
immediately energizing the motor to close the
valve, means operable by the motor for de-ener-
gizing itself when the valve is closed, means to
retract the casting box, means operable by maove-
ment of the casting box to its retracted position
for re-energizing the motor to open the valve,
and means operable by the motor to de-energize
itself when the valve is opened.

14, In combination with a stereotype plate-
casting machine including a vertical mold com-
prising a core and a casting box forming a verti-
cally extending mold space therebetween, a con-
duit communicating with the bottom of the mold
space, means to introduce molten metal through
the conduit into the mold place, a cut-off valve
interposed between the conduit and the bottom of
the mold space for blocking the passage there-
through, a driving means, and means operable
by said driving means positively for gperating the
molten metal-introducing means, immediately
closing the valve, and positively opening the valve
in timed sequence.

15. The combination with a stereotype plate
casting machine including a vertically extending
mold comprising a core and a casting box form-
ing a vertically extending mold space therebe-
tween, a metal melting pot below the bottom of
the mold, a conduit connecting the melting pot
with the bottom of the mold space, a cut-off valve
interposed between the conduit and the bottom
of the mold space for blocking the passage there-
through and including a movable valve element,
and a vent including a passage in said valve ele-
ment for venting the conduit below said valve to
the atmosphere only when said valve is closed.

16. The combination with a stereotype plate
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casting machine including a vertically extend-
ing mold comprising & core and a casting box
forming a vertically extending mold space there-
between, a metal melting pot below the bottom
of the mold, a conduit connecting the melting
pot with the bottom of the mold space and form-
ing an upwardly extending path to conduct metal
from the melting pot to the mold space, a cut-
off valve interposed between the conduit and the
bottom of the mold space for blocking the pas-
sage therethrough ang to permit the immediate
return flow of molten metal from the conduit
below the valve to the melting pot, and a vent
for venting the conduit below said valve to the
atmosphere only when said valve is closed.

OSCAR C. ROESEN.

CHARLES L. RICARDS.
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