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This invention relates to a method of and ap 
paratus for the manufacture of building blocks 
and is especially directed toward the manufac 
ture of building blocks or bricks which may be 
used in wall constructions. 
The general object of this invention is to pro 

vide a method and an apparatus for the manu 
facture of a building block which block will en 
hance the appearance of the exposed faces of 

10 walls in which the blocks are used. 
A further object is to provide a method and 

apparatus to produce building blocks for use in 
wall construction, which blocks will present faces 
of non-uniform contour on the exposed surface 

15 of the wall when the blocks are set therein, but 
wherein the faces of adjacent blocks will pre 
sent substantially fiat, vertical and horizontal 
surfaces to the mortar joints, thereby securing a . 
wall which will have the advantages of standard 

20 block construction, but wherein the appearance 
of the exposed surfaces of the wall will be great 
ly improved by the breaking up of the continuity 
of contour of the units and mortar joints. . 
Other objects of this invention will become ap 

25, parent from the following description, referring 
to the accompanying drawings, and the essential 
novel characteristics will be set forth in the 
claims. . . . 
In the drawings, Fig.1 is a side elevation of an 

30 apparatus used to carry out my improved meth 
od; Fig.2 is an enlarged detail of a portion of 
the apparatus; Figs., 3 and 4 are modified forms 
of that portion of the apparatus illustrated in 
Fig. 2; Fig. 5 is a diagram illustrating the prog 

35 ress of the material through the different steps of 
operation, which steps may be performed by the 
apparatus shown in Fig. 1; Fig. 6 is a perspective 
of a standard block; Figs. 7 and 8 are perspec 
tives of a block manufactured by my improved. 

40 method; Fig. 7 illustrates a block formed by the 
apparatus shown in Fig. 4; Fig. 8 illustrates a 
or 3; Fig. 9 is an elevation of a portion of a wall 
constructed of standard block; Fig. 10 is an ele 

45.vation of a portion of a wall constructed of blocks. 
manufactured by my improved method, and illus 
trating the unevenness of contour of the exposed. . . . . 

. . . to within the confines of the frame 15, the latter. 
Heretofore, when it was desirable to construct 

50 a building wall wherein the contour units and . 
faces of the mortar joints and blocks. 

mortar joints were purposely irregular for artis 
tic effects, rough stone or small boulders were 
generally used. This required a comparatively. 
great amount of mortar as the units were inva 

55.riably, exceedingly irregular. This irregularity 

of the marginal edges of the block to provide the . 

tain, of the faces are irregular. 

manufacturing building blocks, moist clay is Sup 
plied either manually or by a mechanical conveyor. 

tangular shaped column, as indicated by 30 in 
Figs.1 and 5... . . . . . . . . - 

veyor 12, which progresses the column into a 
r shearing device indicated at 14. This shearing, 

block formed by the apparatus shown in Fig. 2. 

and excess mortar detracted materially from the 
strength of the wall. Walls constructed of such 
units were costly, as much manual labor was re 
quired in placing the units. Likewise, the units 
could not easily be packed or handled, due to the 
extreme variations and irregularities in size and 
contour. Hence, the handling and transporta 
tion costs of such units were abnormally high. . . . . 
To overcome the disadvantages above men 

tioned, I propose to provide an improved method 5. 
of manufacturing building blocks, which come. ' 
prises forming a mass of moistened clay or simi 
lar material into rectangular blocks or bricks by 
the usual methods, but I thereafter subject the 
blocks to an impact which deforms at least one 70. 

block with at least one face, the marginal edges. 
of which are irregular in contour. Such method 
provides a block, the opposite faces of which are . 
substantially, parallel, but the contours of cer- 75. 

Referring again to the drawings, and especially 
to Fig.1, where I illustrate one form of apparatus 
which may be used to carry out my method of 

80 . . . 

to a forming apparatus, generally indicated at 10. i. 
This forming apparatus may comprise an ex 
truding machine 11, which may be of any of the 
well known types at present in common use for 85 
extruding clay in the manufacture of bricks, tile 
and the like. This extruding mechanism 11 is 
adapted to extrude the clay in a compact, rec- , , 

' ' ... . 90. 

After the clay has been extruded into the col 
umn form, it is next cut into comparatively small 
rectangular units or blocks 31. The column 30 is 
fed by the extruding mechanism 11 onto a con- ; , , 

95 
mechanism may comprise, as shown, an open. W 
ended cylindrical frame 15, through which the 
columnisfed. The frame 15 carries a number of . 
cutter wires or blades 16, which are equally spaced 100 
to sever the column into individual rectangular 
units or blocks. When the column has been fed 
is rotated either manually or by means of suitable . . . . 
gearing 17, thereby carrying the cutter... wires 105. 
through the column. To facilitate this cutting 
operation, the progress of the column may be 
stopped by the stopping of the extruding machine. 
11 and the conveyor 12, or the frame 15 may be . 
advanced at the same speed as the column during 110. 

  



the cutting operation, and then returned to its 
starting position while the column is being fed. 

After the counia 30 has been severed into units 
31, it is next subjected to an impact to cause at 

5 least one of the marginal edges of each unit to be 
slightly deformed. It is to be noted that the 
blocks or units 31, after they have been severed, 
are still moist, and because of the nature of the 
material these units adhere one to the other. The 
units 31 are forced from the cutting mechanism 
onto a table 18, by the progress of the column 30, 
which feeding movement further increases the 
tendency of each unit to adhere to the other. 

O 

15 
units to a suitable loading point, Where they may 
be loaded onto trucks or cars in the usual manner. 
and placed in a kiln to be dried and hardened. 
The foremost end of the conveyor 20 is so located 
that the units 31, as they reach the rearmost end. 20 
of the table, will drop from the table onto the 
conveyor. This dropping causes at least one edge 
of the unit to be deformed, due to the weight of 
the unit and the dropping action. 

25 To prevent the units from dropping in such a 
manner that one of the fiat faces will land on the 
conveyor 20 parallel with the top thereof, the 
latter is sloped, and is adjustable so that this 
slope may be varied. To this end the conveyor 

30 
23, the latter roller being at the foremost end of 
the conveyor and being adjustable vertically in 
ways 24 of the bearing brackets 25. 

iofurther insure the fact that the unit will 
35 land in such a manner as to deform the corners, 

I prefer to interpose, a plate 26 between the table 
18 and the conveyor 20. This plate is preferably 
pinned or pivoted to the table 18, as at 27, and 
slopes downwardly toward the conveyor 20. The 

40 angle of slope is adjustable and is held in adjust 
ment by means of a bar or rod 28 pivoted to the 
plate as at 29, and Secured to the table 18 by suit 
able securing mechanism. 40. i 

other, project to a great extent beyond the end of 

progressed they drop from the table to the con 
aveyor, striking the plate 26 which extends into the 

50 path of the falling unit between the table and the 
conveyor, thereby deforming at least one edge of 
each unit. This insures the fact that one edge 
will always be deformed. Due to the fact, that 
adherence between the units varies, partially be-, 

55 cause they are cut by different cutting members, 
and because of various inconsistencies in material 
from which they are made, it has been found that 
no two units fall in exactly the same manner. 

, Hence, no two units are deformed the same, one 
60 unit adhering greater at one end than the other, 

it drops at an angie, which causes the unit to be 
deformed as shown at 33, in Fig. 8, While another 
unit may drop causing a more or less parallel 
deformation, as shown at 34, in Fig.10. 

65 The plate 26 may be made in such a manner 
that its length may be adjustable, so that the 
roller 24 of the conveyor may be raised or lowered 
without interference with the plate. Likewise 
the plate may be constructed as shown at 40 in 

76 Fig. 4, wherein the face of the plate is irregular 
to further deform the units. 
From the foregoing description, it is apparent 

that I have provided a method and apparatus for 
forming a novel building unit, which unit is sub 75 stantially rectangular in form but the contour of . 

Adjacent the rearmost end of the table 18, is a . 
conveyor 20, which serves to carry. the formed 

20 comprises a belt 21, supported by rollers 22 and 

1,930,970 
certain of its faces are deformed, thereby pro 
viding a unit which may be used to materially 
enhance the artistic appearance of a wall in which 
the blocks are used without detracting from the 
strength of the wall. It is also evident that I have 80 
provided a very simple method and apparatus 
whereby my novel building unit may be readily 
manufactured, shipped and handled at a mini 
mum cost. . . . . . . . . . . . - 

claim: . . . . 
1. he method of manufacturing a building 

unit, comprising extruding a maSS of clay into a 
substantially continuous rectangular column, 
severing the column into rectangular units of 
substantially regular contour, and thereafter 90 
subjecting each unit to an individual deforming 
impact to alter the regularity of the contour 
of one face thereof. : 

2. The method of manufacturing a building 
unit, comprising extruding a mass of clay in .95 

85 

a substantially continuous rectangular column, 
severing the column into rectangular units of 
Substantially regular contour while the clay is 
plastic, subjecting each unit to an individual de 

I forming impact to alter the regularity of the con- 100 
tour of one face thereof while the mass of clay. 
comprising the unit is still plastic, and thereafter 
treating the units to dry them and thus prevent. 
further deformation. 3 

3. The method of manufacturing a building 105 
unit, comprising forming a composition includ-, 
ing clay, into rectangular units, of substantially 
identical and regular contour, subjecting each 
unit to a deforming impact to deform a marginal 
edge thereof and wherein the deformation of one 110 
unit will vary from the deformation of other 
units, and thereafter treating the units to prevent 
further deformation. . 

:4. The method of manufacturing a building 
block unit, comprising extruding a mass of mate- 115. 
rial including clay into a substantially continu 
ous rectangular column, thereafter severing the 
column into rectangular units of substantially 

It will be noted, as shown in Figs. 1 and 6, that regular contour, each unit being substantially 
45 the units 31 due to their adherence one to the identical with the other units so formed, there- 120 

after subjecting each unit to an individual de 
the table 18, before they drop. As the units are forming Operation to deform the continuity of 

one of the marginal edges of each unit, and 
thereafter treating such deformed units to pre 
vent further deformation. 125 

5. The method of manufacturing a building 
block unit, comprising extruding a mass of ma-. 
terial including clay into a substantially con 
tinuous rectangular column, thereafter severing 
the column into rectangular units of substantially 130 
regular contour, each unit being identical 
with the other units so formed, thereafter sub . 
jecting each unit to an individual deforming im 
pact to deform one of the marginal edges of each 
unit, the deformation of one unit varying from 135 . 
the deformation of the other units severed from 
the column, and thereafter treating such de- .. 
formed units to prevent further deformation. 

6. The combination of a forming mechanism 
adapted to form material into substantially rec. 140 
tangular units, means to progress the material 
through such forming mechanism, a guideway 
for the formed units, said guideway being inter 
rupted whereby the formed units may drop . . . 
therefrom, and means to interrupt the dropping 14.5; 
movement of said units and cause them to be. 
deformed, and wherein the deformation of one 
unit will vary from the deformation of other 

7. The combination of an extruding mechanism 150 . 



O 

15 
units may drop and an irregular surface adapted 

20 

25 

30 

35 

40 

45. 

50 

60 

65 
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adapted to extrude material into substantially 
rectangular column, means to sever the column 
into rectangular units, means to progress thema 
terial through such extruding and severing mech 
anisms, a guideway for the severed units, said 
guideway being interrupted whereby the severed 
units may drop and a planular surface adapted to 
interrupt the falling of such units and cause them 
to be deformed. 

8. The combination of an extruding mechanism 
adapted to extrude material into substantially 
rectangular column, means to sever the column 
into rectangular units, means to progress the ma 
terial through such extruding and severing mech 
anisms, a guideway for the severed units, said 
guideway being interrupted whereby the severed 

to interrupt the falling of such units and cause 
them to be deformed. 

9. The combination of a forming mechanism 
adapted to form material into Substantially rec 
tangular units, means to progress the material 
through such forming mechanism, a guideway for 
the formed units said guideway having an abrupt 
declivity therein, whereby the formed units will 
drop, and thereby be deformed a comparatively 
Small amount. ... ." 

10. The combination of a forming mechanism 
adapted to form material into individual units, 
with a guideway through which the formed units. 
are progressed, means to feed the formed units 

declivity therein, a deforming member associated 
with the guideway, and forming the wall of the 
declivity and against which the units impact due 
to gravity; thereby slightly deforming said units 

through said guideway, said guideway having a 

80 
in a manner wherein the deformation in one unit 
will vary from the deformation in other units. 

11. The combination of a forming mechanism 
adapted to form a material including clay into 
individual units, a guideway having a declivity 
therein for the formed units, a deforming mem 
ber associated with the guideway and forming 
Said declivity, Said deforming member secured to 
the guideway, means to vary the slope of said de 
forming member whereby the angle of impact 
between the unit and the member may be varied, 

12. The method of forming a building block 
comprising forming a clay composition into rec 
tangular blocks, irregularly deforming marginal. 
edges of said blocks, and thereafter treating the 
unit to prevent further deformation. 

85 

90. 

95 

13. The method of forming a building block. 
Comprising forming a clay composition into Sub 
stantially identical rectangular units having sub 
stantially even marginal edges, deforming amar 
ginal edge of each unit in such a manner that the 
deformation of one unit will vary from the defor 

100 

mation of other units, and thereafter treating the 
units to prevent further deformation. 
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