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UNITED STATES PATENT OFFICE 
2,432,043 

STEREOTYPE PLATE CASTING MACHINE 

Oscar C. Roesen, Scarsdale, N. Y., and Charles L. 
Ricards, South Plainfield, N. J., assignors to 
Wood Newspaper Machinery Corporation, 
Plainfield, N. J., a corporation of Wirginia, 

Application December 2, 1944, Serial No. 566,328 
(C. 22-2) 16 Claims. 

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 
Init 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 
ly 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 a 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 ff, 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 () is rotated through 180°, during 
which rotation the top and the bottom of the 
plate are trimmed. The casting box i? is then 
returned to its closed position, the plate 'C being 
Simultaneously dislodged from the core C, 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 O is journaled on the 'Vertical shaft 

O 

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 47 (Fig. 
3), which controls the flow of the molten metal 
into the mold space. This waive and the ring 
'Support 9 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 5i journaled in the extensions 52 of the 
ring Support. The other end of the lever 50 is 
pivotally connected by the pin 53 to one end of 
the arm 54, Which in turn pivotally secured at 

f2, the upper end of the core being formed into 5 its other end to the crank 5.5 mounted on the 
a hub 3 which engages the upperbearing 4 of 
the shaft f2 and the lower end of the:core being 
formed with the internal hub 5 which is fitted 
on the lower bearing 6 of the shaft 2. This 
shaft is provided at its lower end With the in 
tegrally formed, outwardly extending flange fil 
Secured to the base 8. The core rests On and 
is Supported by the Semicircuilariring support 9, 
Which is also suitably secured to the base of the 
machine. Rotation of the core is accomplished 
-through the bevel gear 20 Secured to the upper 
hub 3 of the core and driven by the bevel pinion 
2 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 f8 and 
'Which is driven from any suitable power source 
(not shown). 
The casting box i? is provided on each side 

With the rollers 25, which are adapted to roll 
along the tops of the frame members 26 also 
Secured to the base of the machine. Journaled 
in these frame members is theishaft 27, 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 end of an arm 30 in turn 
pivotally fastened at its other end to one:side of 
the casting box. Upward movement of the han 
dle 28 from the position shown in Fig.2 effects 
a retraction. Of the Casing box: from its closed 
position, and movement of this handle to the 
position shown effects the closing of the casting 
bOX. 
The tail of the cast plate is trimmed and the 

lower edge thereof is also trimmed, as the core 
fe is rotated, by means of the upper and lower 
SaWS3 and 32, respectively, carried on the shaft 
33 journaled in the bracket 34pivotally mounted 
On the frame member 24. These saws are oper 
lated by means of the belt 35 passing around the 
pulley 35 on the shaft 33 and over the guide 
pulley 37 and driven by any suitable means (not 
Shown). The Operation of the machine is such 
that the bracket -34 is SWung into operative po 
Sition only When the casting box 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 details of con 
Struction and operation of the casting box and 
Oe 

Tin accordance With the present invention, the 
metal-melting pot 38 is positioned below 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 39, 
the piston rod :40, and the piston cylinder 4, 
which has theinlet openings 42 and the upwardly 
extending discharge spout 43 that is fastened 
to a manifold 44 desirably formed integrally 
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Crankshaft 56. Also mounted on this latter 
shaft is the Wom gear 57 driven by the worm 
58 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 
-59 are journaled in suitable bearings in the 
housing 6 also secured to the base f3. 
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 
*cured to the pump handle 63 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 

I end of the latch rod 67 connected at its other 
send to the latch handle 68 associated with the 
:pump handle 63 in order to maintain the pump 
piston 39 in the position shown in Fig. 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 
brought 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 
-63 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 
botton of its stroke, the cam 69 mounted on 
..the shaft 64 trips the arm 70 of the limit switch 
if mounted on the bracket 87 pivotally journaled 
On the shaft 64 whereby an electric circuit is 
closed through energization of the operating 
Solenoid 2 of the switch 72a and the motor 60 
is started (Fig. 4). The valve 47 is thereby 
pushed upwardly within the arcuate passage 46 
and closes the opening 45 in the ring support 9, 
the molten metal being forced out of the passage 
d8 So that no Sprue is formed on the cast plate 
to interfere With the Subsequent rotation of the 
core 2. The pump handle 63 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 Went line 73 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 3, 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 byro 

tation of the shaft 56 through half a revolution. 
As the valve reaches its closed position, the cam 
74 mounted on this shaft trips the arm 75 of the 
limit SWitch 6 secured in the housing 61 whereby 
the motor-energizing circuit is broken through 
de-energization of the solenoid 72 and the motor 
60 is stopped. A magnetic brake 77 of known 

With the ring Support: 9. This manifold: directs is construction serves to Stop the motor assoon as 
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the circuit is broken. Although the limit Switch 
lf is opened when the pump handle 63 is raised, 
the motor circuit remains closed until the valve 
47 reaches its closed position since the limit 
SWitch 76 closes as soon as the motor starts. 
As soon as the cast plate has been sufficiently 

cooled, the casting box is retracted by opera 
tion of the handle 28, and the core 0 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 78 fixed to 
the shaft 27 trips the arm 79 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 2a and the motor 60 is again start 
ed. The valve 4 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 4 
again trips the arm 75 of the limit SWitch 76 
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 

mold Space may be varied as desired by adjust 
ment of the knob 8 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 7. Such ad 
justment of the rod 82 changes the position of 
the pin 86 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 limit 
switch 7 is fixed in relation to the pin 86 and is 
similarly adjusted when the knob 8 is turned. So 
that the valve 4 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 f is provid 
ed with the annular sealing ring 89 suitably se 
cured to its upper edge. This ring fits tightly 
against the casting box 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 9 and a 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 sequence of operations is automati 
cally coordinated. 
The lower portion of the core 9 is formed With 

a reentrant boss 9a, 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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6 
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 9 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 93d, 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 f00, which has 
the inlet openings of and the upwardly extend 
ing discharge spout 02 that is fastened to the ex 
tension fo3 of the conduit 93a. The molten metal 
is forced up through the valve chamber 93, Out 
through one of its two oppositely positioned 
ports 04 into the respective communicating cav 
ity 05 (Fig. 8) formed between the core 9 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 06 attached to the valve piston 
rod O7. This valve piston is provided, as shown 
in Fig. 7, with the depending arcuate boss 06a, 
which closes off the port 04 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 

tened to one end of a rocker arm 08 secured at 
its other end to a shaft O9 journaled in suitable 
bearings in the base of the machine. Also se 
cured to this shaft fo9 is the lever 0 pivotally 
secured at its outer end to one end of the link 

f, the other end of which is bifurcated as shown 
in Fig. 7 and is provided with the roller f2 adapt 
ed to slide in the cam groove 3 of the cam plate 
| 4 mounted on the shaft 5 journaled in the 
frame members 6. This shaft 5 is driven by 
the motor T through the sprocket chain f8 
engaging the sprocket it 9 mounted on the motor 
shaft 20 and the sprocket 2 mounted on the 
shaft 22. The shaft, 22 is suitably journaled in 
one of the frame members 6 and carries a worm 
23 that drives a Worm. Wheel 24 mounted on the 

shaft fl5. The motor 7 is suitably supported 
from one of the frame members 6. 
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 26 fixed to a stud 27 suitably jour 
naled in the frame member f6. Also fixed to 
this stud 27 is a throw lever 28 pivotally at 
tached to One end of the arm 29 which is in turn 
pivotally Secured at its other end to one arm 
of the bell crank lever 30 mounted on the stud 
3 also journaled in the frame member 6. 
The other arm of this bell crank has a roller 32 
adapted to slide in the can groove 33 in the 
cam plate 34 mounted on the shaft f 5. 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 29 with respect to the throw lever 28, 
the pin 35 in the arm 29 engaging the slotted 
portion 36 of the throw lever 28 in the known 
anner. 
The casting box 92 is provided on each side 

With the rollers 3 adapted to roll on the track 
members 38 secured to the respective frame 
members 6 during movement of the casting 
box to and from its closed position. The mecha 
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nism (not shown in the interest of clarity) for 
so moving the casting box is also: driven from the 
-shaft fift:5 by means of a cam arrangement, and 
reference is made to the patent to Wood, No. 
l;848,592, for the details of the construction and 
operation thereof. The mechanism for rotating 
the core, which is enclosed within the housing 
39, is also driven by the motor 7 in a coor 
dinated 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 40 
-and f4 mounted on the shaft 42 journaled in 
the bracket 43 hingedly Secured to One of the 
frame members is, such saws likewise being 
-driven from the motor if in timed relation with 
-the rotation of the core, and for other known 
details not shown in the drawings. 
In the operation of the described machine, when 

the core and the Casting box have bean brought 
together and the valve piston is 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 05 into the 
bottom of the mold Space Wherein it rises as a 
pool. As soon as the predetermined amount of 
2nnolten metal has been forced into the mold 
space, the valvepiston f.06 is:automatically moved 
‘downwardly, thereby closing off the cavity if 05 
:from the valve. chamber 93; and the pump piston 
98 is then depressed, whereupon the molten metal 
remaining in the spout 62 and the conduit 93a 
is returned to the pot 97 by gravity. To prevent 
the formation of a vacuum pocket in the valve 
'chamber, the valve piston {06 is provided with 
the internal air went duct 44 Which matches 
With : one of the air went ducts 45 in the valve 
schamber 93, the core 91, and the ring 95 when 
the valve pistonis in its closed position, the vent 
idiudits 53being open to the external atmosphere. 
Each vent duct 45 is also provided With the 
extension 46 opening into the space above the 
valve piston 06. 
When the valve piston foG has been closed, 

during which time the cast plate is being cooled 
to "solidify the molten metal, the casting box 92 
is automatically retracted the core 9 is rotated 
through i8O, and the saWs f0, and f4 trim the 
upper and lower tails T and T, 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 Cole and removed. 
The lower tail T' is removed by means of the 
fingers f47, which are attached to the lower por 
tion of the casting box and which contact the 
projections 48 of the ejector bars 49 sliding in 
corresponding grooves in the lower part of the 
core 9, such projections extending downwardly 
through the slot-like openings 50 in the ring 95 
'(Figs. 8 and 9). In this manner the ejector bars 
contact the lower tail T' and dislodge it from the 
cavity 85 so that it can be removed from the 
machine. Fig. 8 shows the tail T" ready to be 
rejected, and Fig. 9 shows this tail in ejected posi 
tion. In the meantime the valve piston O6 is 
again moved to its open position as shown, and 
the machine is ready to form another cast plate. 
As already indicated, the Several Operations are 
all automatically coordinated by means of the 
Several can plates and related mechanisms, which 
fare so designed that each operation is performed 
in timed sequence in relation to the others. 
As in the case of the manually operated 

machine, this automatic machine may also be 

S 
provided with the sealing ring 5 secured to the 
upper edge of the score 9. Spring locked ad 
justable air-release valves 5a, similar to the 
valves 90 of the manually operated machine, may 

5 be provided on the ring fifto control the pressure 
to which air is compressed in the mold space. 
Provision (not shown) is, of course, made for 
the introduction of the requisite cooling Water, 
which is removed from the core through the 

iO nipples :f 52 and the drain pipe f 53. 
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 

5 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 con 
20 prising a core and a casting box forming a ver 

tical mold Space therebetween, a 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 

25 the head of the conduit and the bottom of the 
nold Space for blocking the passage from the 
conduit 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 

30 such vent when the valve is open. 
2. In combination. With a stereotype plate 

Casting machine including a vertical mold.com 
prising a -cylindrical core and a semicyclindrical 
casting bOX forming a vertically extending mold 

35 Space therebetween, a metal-melting pot below 
the lower end of the mold, an arcuate member 
for Supporting the core, a manifold carried by the 
arcuate member and communicating with the 
bottom of the mold space, a conduit connecting 

40 the melting pot and the manifold, a valve inter 
posed between the melting pot and the mold 
Space fol' controlling the flow of molten metal 
through the conduit into such space and means 
Operated by said valve for venting said -conduit 

45 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 a semicylindrical 
casting box forming a vertically extending mold 

50 space therebetween, a metal-melting pot below 
the bottom of said mold, an arcuate member for 
Supporting the core, Said arcuate member hav 
ingra vertical arcuate passage in alinement pe 
ripherally with the bottom of the mold space, 

55 a manifold carried by the arcuate member and 
communicating with the arcuate passage, a con 
duit connecting the melting pot and the mani 
ifeld, and a valve slidable in the arcuate passage 
to control the flow of molten metal into the mold 

60 Space. 
4. In combination with a stereotype plate 

casting machine including a vertical mold com 
prising a cylindrical core and a semicyclindrical 
casting box forming a vertically extending mold 

65 space therebetween, a metal-melting pot below 
the bottom of said mold, a vertical chamber posi 
tioned below the core and arranged axially with 
respect thereto, said core being formed to pro 
Wide a passage between the chamber and the 

70 bottom of the mold Space, a conduit connecting 
the melting pot and the chamber, and a 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 



2,432,048 
: 9 

casting machine including a vertical mold com 
prising a cylindrical core and a semicylindrical 
casting box forming a vertically extending mold 
space therebetween, a metal-melting pot disposed 
below the bottom 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 mold 
Space, a conduit coinecting the melting pot and 
the Valve chanber, and a valve royable in Said 
valve chamber for controlling the flow of molten 
metal into the mold Space. 

6. In combination with a stereotype 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 
Walve 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 botton of the noid 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 stereotype plate 
casting machine including a vertical mold con 
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 Spa, Ce 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 a passage through the sealing member for 
releasing confined air in said space, 

8. In 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 as 
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 
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of Said Core being formed to provide a passage 
between the chamber and the bottom of the mold 
Space, means to introduce molten metal into 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 a 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 of the mold 
Space, means to introduce molten metal into the 
mold Space through the chamber and the pas 
Sage, a valve to control the fioW 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, 
eiector 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 interposed 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 to 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 a 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 move 
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 operating 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 a 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 and 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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