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3 Claims. 

This invention relates to an ingenious method 
and means susceptible of practicable employment 
in the perfection of a novel technique for making 
artificial dentures. 

5 It is a matter of common knowledge to those 
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skilled in this particular line of endeavor, and 
those familiar with the prior state of the art that 
devices for accompiishing this task are of numer 
OuS types and are employed in the many and di 
Versified in ethods of constructing artificial den 
tures in the profession. 

Being reasonably well converSant with the de 
Velopment of the art to date and mindful of the 
many contingencies and difficulties encountered 
in perfecting Work of this class I have discovered 
the need for the development and presentation of 
What I call a "dry heat technique' calculated to 
better fulfill the requirements of appliances of 
this type and of Such nature as will find favor and 
endorsement in the trade and the profession. 
One phase of the invention is directed toward 

and relates to the provision of a more satisfactory 
type of dental flask press, the same being not 
only aptly fitted for the special purposes intend 
ed, but characterized by features of accommo 
dation and adaptation which transcend those 
found in similar prior, art presses. 

In keeping with the logical ideas which have 
prompted this development I have accomplished 
this desired end through the adoption and use of 
a triple plate press wherein the intermediate plate 
is vertically adjustable by a hand regulated feed 
Screw, Scientifically mounted and balanced for 
unifornity of action, and backed up by selectively 
useable set screws designed to promote proper re 
production work and to avoid distortion by over 
coming unequal streSSes and Strain. 
No less important is the adoption and use of a 

special heater with which the unique press is co 
ordinated, said heater being expressly designed 
and constructed to provide controlled heat uni 
formly gauged and maintained and of an indirect 
nature to insure against disastrous results in the 
formation of the work Such as are frequently en 
countered in present day arrangements. 

Referring now to the illustrative drawings 
Wherein like numerals, are employed to designate 
like parts throughout the views: 
...Figure 1 is a top plan view of the complete 
aSSembly showing the aSSociation of the im 
proved dry heat device and companion dental 
preSS. - - - 

Figure 2 is a vertical sectional view, with por 
tions in elevation, the section being taken ap 

(C. 18-7) 
proximately on the plane of the line 2-2 of Fig 
lure 2. 

Figure 3 is a fragmentary Sectional and eleva 
tional view of the dental press, as a unit, dis 
closing the features of construction. 5 

Figure 4 is a top plan view of a removable heat 
retaining closure or lid. 

Referring now to the drawings by detail ref 
erence characters and devoting attention pri 
marily to Figure 2 it will be observed that the 10 
dental flask press is indicated, as a unit, by the 
numeral 5 while the dry heat device is differen 
tiated by the numeral 6. These two parts are 
especially fashioned for coordinate relationship 
and embody mutual features performing their 5 
proportionate share necessary to the accom 
plishment of complete and dependable results. 

I shall first describe in detail the dental press 
unit 5. This comprises a Substantially rectangu 
lar base plate 7 to the corners of which upstand- 20 
ing bolts 8 are connected. By preference the 
lower ends of the bolts are indicated at 9 and 
rotatably connected with the base plate and rise 
therefrom to function as uprights Or standards. 
The upper end is screw threaded as at 0 and 25 
threads into a Socket in the under or bottom of 
the top plate , this plate being of correspond 
ing Shape and dimension. The intermediate or 
remaining plate, which is also rectangular, is 
denoted by the numeral 2 and is in the nature 30 
of a follower plate and serves primarily as a 
clamping and pressure producing plate to uni 
formly bear upon and Successfully close the mold 
ed denture contained in the flask (not shown). In 
practice the flask is placed between the base plate 35 
and the movable pressure plate 2. The cor 

ner portions of the plate 2 have apertures which 
loosely slide upon the standards or uprights 8. 
This plate 2 is raised or lowered through the 
instrumentality of a feed screw 3 threadedly 40 
Connected. With the top plate at the center 
thereof and Swivelly connected as at 4 with the 
central portion of the follower plate. A suitable 
handle 5 is provided to facilitate operation of 
this feed Screw. 45 
To promote uniformity and stability of action 

I have found it practicable to utilize a plurality 
of Set ScreWS. I have shown four of the set 
ScreWS and they are denoted by the numerals 
6 and threaded downwardly through the top 50 
plate with their lower ends engageable with the 
top Surface of the follower plate 2. These set 
ScreWS are Selectively usable depending upon the 
direction of thrust or pressure required as the 
molding operation is carried on. It will be ob. 65 
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2 
served that two of the set Screws are at Opposite 
ends of the plate and the remaining tWO Op 
posite each other on the longitudinal sides and 
Substantially opposite the feed screw 3. This 
provides for the desired equidistant placement 
and promotes unifornity and selectivity of ac 
tion. Once the proper adjustments of the foll 
lower plate 2 is had, the set screws can be 
turned down to firmly lock the follower plate 
against displacement. It will be noticed that the 
openings at the corners of the plate 2 is Sufi 
ciently large to allow slight self-levelling a,c- 
tion of said pate. Moreover the Swive connec 
tion 4 may be sufficiently loose to permit this 
result to be attained. 
Considering now the construction. Of the heater 

it will be observed that the numera in Fig 
Ure 2 designates a cast iron vessel which is here 
used as a Sand pot. If desired it may be pro 
vided at its top with diametrically opposed hand 
grips for convenient handling. Also at this 
point I provide retaining clips 9 which serve 
as retainers for the annular cover 2. This cover 
has its Outer inarginal edge resting upon the 
rin. Of the pot Or Wessel and its inner peripheral 
edge resting Upon the internal shell. This shell 
is in effect an inner receptacle and is fixedly 
mounted in the Outer Wessel. It comprises an up 
standing relatively thin metal Wall 2 spaced 
from the rin. Of the Vessel to provide a compart 
ent for the reception of the heat retaining 

Sand Or equivalent nate:rial 22. The bottom of 
this inner receptacle is spaced above the botton 
of the pot and between this elevated bottom 23 
and the bottom of the Outer vessel I provide Su 
perimposed sheets of asbestOS 2. These sheets 
of asbestos are circular in form and correspond 
in diameter to the interior of the Outer Wessel. 

Special attention is invited to a plurality of as 
Sembling boits 25. The headed ends of these 
bolts are located. On the interior of the inner 
receptacle and Occupy an Order or position pro 
Viding a Space, betWeen themselves Which is just 
Such as to permit the base of the press to be 
located therebetWeen. Hence the headed ends of 
the bolts prevents shifting of the press. The 
boltS eXtend down through and beyond the bot 
tOn Of the Outer vessel or pot as indicated at 
26. These extending ends are employed as stabi 
lizing pins. By engaging the grate or grid. On 
the stove (not shown) they prevent shifting or 
movement of the entire heater and press. Thus 
by Virtually locking the heater to the Stove and 
the press to the heater mishaps are avoided. In 
cidentally the numerals 2 designate the external 
retaining nuts for the bolts and these are clamped 
firmly against the under side of the bottom of 
the vessel to connect the liner or shell to the 
VeSSel and to hold the asbestos sheets assem 
bled. This triple function of the bolts 25 must 
not be Overlooked. I next call attention to a 
removable lid 28 which fits Snugly into the up 
per Open end of the Shell or liner and which has 
an opening 29 which surrounds the edge portion 
of the top plate of the press. This is provided 
to effectively trap the heat and to insure effective 
and expeditious heating results. ... If desired this 
lid may be provided with a port 3 which can 
be used as a vent as well as an opening through 
Which a thernometer may be inserted to gauge 
the internal temperature of the Space in Which 
the press is located. The numeral 3 in Figure 
2 designates a gauge carried by the cover and 
located in the sand 22 as a further precaution 
airy feature. 

2,013,368 
When the impression of the dental arch and 

ridge has been taken and from it a cast prepared, 
we find, in many cases, outstanding ledges, With 
nothing at the base for support. In Such cases 
With nothing to control the pressure used in clos 
ing the flask, a broken cast is the result. With 
the four set screws 6 employed the molding can 
be done slowly, with regulated pressure. 
In some cases we often have an excess of den 

ture material at one place to bind and prevent 
complete closure of the flask. With my arrange 
ment it is permissable to release the pressure On 
the opposite side, and the full side may be closed 
with perfect safety. This technique is not per 
missable with any other make or style of denture 
preSS. 
The denture material should be molded at a. 

certain temperature in a given length of time. 
Without the correct number of adjustable Set 
screws at the particular place in many cases this 
Would be impossible. 
Then too, the entire flask, molding press and 

all can be unitarily renoved instantly from the 
“heat'. Moreover, when the molding has been 
completed with the flask closed, there is nothing 
to do but cool slowly in the same molding preSS. 
With the electrically heated presses it is necessary 
to release the pressure and promptly transfer the 
case to a flask press. This is extra Work and poor 
practice, as the relaxing Sponge-like denture Ina 
terial may draw the teeth from their intended 
fixed places and When the preSSure again is ap 
plied the teeth are out of relation. 
Very little practice is required to learn how to 

regulate the temperature by turning the flame 
of the gas or oil stove up or down as needed. 
The preheating of the flask is done as the tem 

perature of the heat retainer is being obtained. 
No extra hot plate to be used as the technique 
of all electrically heated presses require. This is 
another advantage as it saves time and expense. 
Besides that volume of heat dries out and heatS 
up the flask and investment material uniformly 
and at the same time obtains the right tempera 
tures for pressing. 
With a dry heat electric press such as is now 

frequently used, the heat must penetrate the 
flask, and if any of the denture material comes in 
contact with the flask it burns. Many times the 
investment is overheated and the denture is 
Scorched causing it to be brittle and discolored. 
When the temperature of the sand in the side 

Walls shows 300 degrees F. the thermometer of 
the top plate of the press near the molding flask 
Will show about 270 degrees F. the right temper 
ature for molding in most cases. 
The method of assembling the flask and dis 

position thereof in the press while removed from 
the heater being well known, need not be de 
scribed. It might be mentioned however that 
after the press is inserted into the heating space 
or shell of the heater it is Surely retained in place 
by the heads of the bolts 25 and already described. 
Moreover effective retention of heat is insured 
by the Subsequent placement of the lid 28. This 
dependable assembly and coordination of heater 
and press obviously permits the desired result to 
be accomplished in a dependable and Satisfactory 
ae 
The cover 28 having the holes 3 therein Will 

not provide an air-tight closure for the top of 
the chamber in Which the preSS is located SO 
that very little if any pressure occurs in the 
chamber and thus denture is simply molded and 
not Vulcanized, 
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2,013,368 
It might also be mentioned that the heater 

herein shown and described can also be used to 
great advantage in wet pressing technique as is 
used by some dentists in the development of arti 
ficial dentures. 

It is thought that persons skilled in the art to 
Which the invention relates will be able to obtain 
a clear understanding of the invention after Con 
sidering the description in connection with the 
drawings. Therefore, a more lengthy descrip 
tion is regarded as unneceSSary. 
Minor changes in shape, size, and rearrange 

ment of details coming within the field of inven 
tion claimed may be resorted to in actual prac 
tice, if desired. 

Having thus described my invention, what I 
claim as new is: 

1. In a structural assembly of the class de 
Scribed, an outer Wessel, an inner receptacle locat 
ed in said vessel. With its Vertical Wall spaced from 
the corresponding wall or rim of the outer Wessel, 
a plurality of disk like sheets of asbestOS inter 
posed between the bottom of Said vessel and re 
ceptacle, bolts passing downWardly through the 
bottom of the receptacle and Vessel and project 
ing beyond the bottom of said vessel to serve as 
stabilizing pins and to connect the receptacle 
and vessel together and to retain the asbestos 
sheets in place. 

2. A dry heat molding unit for molding artifi 
cial dentures comprising a flask preSS including 
a non-circular base, uprightS having their lower 
ends connected With the base, a follower plate 
slidably Supported by the uprights, a top member 
connected with the upper ends of the uprightS, 
a plurality of Set ScreWS paSSing through thread 

B 
ed holes in the top member engaging the follower 
member, a jacketed receptacle, the jacket of 
which contains sand, for receiving the press, pro 
jections on the upper face of the bottom of the 
receptacle engaging the edges of the base for 
holding the same in position, and a COVer for en 
closing the space between the top of the recepta 
cle and the top member of the press, said COver 
having a vent therein, the Screws projecting above 
the receptacle. 

3. In a dry heat molding unit for molding ar 
tificial dentures, a flask press, a receptacle for 
receiving the flask press, Said preSS Comprising a 
base member of non-circular shape, uprights 
rising from the base member, a top member con 
nected with the upper ends of the uprights, a 
follower slidably arranged on the uprights, and a 
plurality of adjusting screws passing through 
threaded holes in the top member and engaging 
the follower, said receptacle including inner and 
Outer members spaced apart, Sand placed in the 
space between the two members, a cover mem 
ber for the upper part of said Space, a cover 
member for enclosing the space between the top 
member of the press and the top of the inner part 
of the receptacle, layers of non-conducting mate 
rial placed between the bottoms of the two parts 
of the receptacle, bolts passing through the bot 
tons and the layers and having their heads locat 
ed on the bottom of the inner part of the recepta 
cle and engaging the non-circular bottom mem 
ber of the press for holding the press in position, 
nuts on the bolts engaging the underface of the 
bottom of the Outer part of the receptacle. 
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