ING OF CURVED STEREOTYPE P

RINTL
4
4
¢

| : o’ ¢

“Wetresses : > ;PZ(;‘M w. =
£.




D W.J ONES
OASTING OF OURVED STEREOTYPE PRINTING PLATES,
. APPLIOATION FILED APR. 18, 1906, - '
Patented Feb. 9, 1909,

o1 1:882' : ) , ' ' 4 BHEETS—SEEET

& |
Q]
i

i,

it
Hitin
e, e, s
_ 1Midee N
thnr. e ’
iy
\
it
1

Mire.

HHage |
AT

Nt

I

‘ —— p '-Jf!:: 2
, g7 0/ 141'_.

fitine: .

e

mm-'_-

Hhttie |-
ey,

7 — »
e 2R _Z3 1
ﬁ;\‘ v Z¥ros Suéﬂqceﬂ. Fﬁ
| T _Z:g/jz ' ' y
7 -2
i

, g 23 : , A
o _ e In%én:fot
' ‘Wwesseé- : _Z/:% 13@ . | }fffif/fi dores.

b FH N ea e



- D.'W. JONES, |

" Patented Feb.9, 1909,

(] @///

v‘v//uv///W,WW/AWwW . V//W/MWWWK
\\\\/d,\mmn//al N % \\ 25 A

911,882,

N

R

. N

N

3

i

8

N

%\~
L wEEs
\/

0 %7///////

RX

DI 4 1
i

U3
NN \ N N
| N
N

ve

{ ,mm
/m_,u
38



~ D, W. JONES,

CASTING OF OURVED STEREOTYP

E PRINTING PLATES,

" Patented Peb, 9, 1908,
' 4sEEETS-g :

911,882,




HE

UNITED STATES PATENT OFFICE.

DAVID W..JONES, OF TAUNTON, MASSACHUSETTS, ASSIGNOR ’TO. CAMPBELL P’RINTING PRESS .

& MANUFACTURING COMPANY, OF NEW YORK, XN. Y., A CORPORATION OF NEW YORK.

CASTING OF CURVED STEREOTIYFPE PRINTING-PLATES.

Ho. 911,882.

- Specification of Letters Patent.

. Patented Feb. 9, 1909.

Application filed April 18, 1906, Serial No. 812,420

To oll whom, it TRAY CONEETTV: S
_Be it known that I, Davio W. JoxNEs, a
citizen of the United. States, residing af

. ‘Taunton, in the county of Bristol and State,!

5 of Massachusetts, have invented new .an
useful Improvements Relating to the Casting
of ‘Curved Stereotype Printing~ Plates, of

“which the following is a specification.
This invention reiates to improvements in
10 casting stereotype piates, particularly the
senii-cyiindrical plates, which are used upon
votary printing presses.  As'is well known,
such piates are cast from a mattix which is

prepared from a form of type and which-

15 matrix is fixed into semi-cy.mdrical shape

and piaced in s oarved casting box to form |

one wall thereof, ench cast being made so

that its convex face will be formed from said |

matrix, whereby-said face will be a replica of
20 tlﬁe flat form of type in semi-cyiindrical
-shape. . : : 4
© After the cylindrical plate or cast has been
made, it is necessary to finish the same up
accurately so that the plate can be appiied
25 to the cy.inder of the rotary prihting press.
The plate is finished by cutting off from its
curved end the long riser or pieceé which is
usually left at the top of the mold so as to
obtain a hydrostatie pressure in the mold as
30 the cast solidifies. The .convex surface or
back of the plate is finished. by being eut out
or scraped out by a revolving knife so as to
be truly cylindrical. Where the plate or
cast is made in an ordinary hand-box, it is
85 not customary to machine-up  the two
" straight edges of the plate, these edges being
usually finished up by the stereotyper by
usinpi]a, plane or other.tools.
When the i i
40 machine, such as the well-known ‘‘auto-
- plate”, it is customary: to saw or finish the
-straight édges of the plate.. In using hand-
boxes, this planing or finishing down of the

straight edges of the plate is objeetionable as

45 it consumes much valuable time and in the
automatic casting machines it has beenfound
difficult to saw or trim off the straight edges
of the plate so that hand finishing or touch~

- ing up is not requisite. It would be an ex=

'80. tremely advantageous operation if the plate

¢ould be cast so that finishing along its
straight edges would not be required or in

late -is cest in an automatic |.

other words; if the plate could be cast suffi-
ciently accurate along its straight edges so as
te dispense with hand finishing. .

. The plate is usually clampeg onto the cyl=
inder along its curved edges so that absolute
accuracy is not required on the straight
edges of the plate. But, nevertheless, it has
been impossible previous to this invention, to
cast a plate so that its straight edges would

The object of this invention is to overcome
this difficulty and to arrange the parts so

55
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- not have to be finished up or touched up by -
‘hand. g : :

65

that-one plate or-a plurality of plates can be -

cast {rom the same matrix dnd have ‘the
straight edges thereof sufficiently accurate so

as te.require no hand finishing or Eractic‘ally
no-hand finishing. ' This desirable object
has been impossible with all previous meth-

‘ods of clamping and holding the matrix with

which I am familiar. This difficulty can
best be understood by referring to the first
sheet of drawings forming part of this appli-
cation for patent in which,~~

Figure 1 is a fragmentary view of part of
an ordinary flexible matrix. Fig. 2 is a sec-
tional view through one of the clamping or
holding means for the straight edge of ti.»
matrix, showing the matrix in place; Fig. 2
being on larger scale than Fig. 1. Fig. 3 is

‘g view showing how the difficulty increases

as succeeding plates are cast. Tig. 4 is a sec-
tional view through the bottom of the cast-
ing box illustrating how a similar difficulty is
encountered at the curved ed%e of the plate,
and Fig. 5 is a similar view illustrating how
the diéculty increases as succeeding plates
are cast. -

Referring to this sheet of the drawings and
in detail, M designates an ordinary flexible
matrix. It is customary and the practice, at

the present_time, to form a semi-cylindrical

ridge’ or bolster ¢ around the printing face
of the matrix so that a depression will be

formed in the surface of the curved cast,

around the type face of the plate. The
clamping surfaces b of the matrix come out-
side of this bolster. These clamping surfaces

_afe always type-high or in other wordsare

always formed in the same plane with the

ided so that the type face of the cast plat~

ftyge,face of the matrix. This bolster is pro-
vi
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3
will have a sharp edge so as to

face of the type.- The depiession is particu-
larly needed along the straight. edges of the
curved cast.plate.- ‘

the clamp eniployed in the auto-plate is
shown. The matiix when in position, lies
between the core or eylinder C and the semi-

10

cylindrical back B of the casting box. The

matrix is clamped along its clamping surface
usually close up to the bolster, as indicated.
(15 Then when the plate is cast, & small fin or
ridge X is left aﬁang the plate, which fin is

3
23

em'ly_tyfe—high._ This fin X is what has t¢,

‘be planed down or finished up to. make the
“straight edges of the plate ready for tse. As
succesgive castd afe made. from the same
- matrix, the matrix shrinks {rom. the great
heat. It is now customary, where the ma-
trix is clamped in the casting box, to held the
metrix somewhat yieldingly along one or
both of its straight edges so that this shrink-
age will not tear or fracture the matrix, but
as this shrinkage takes place, as successive
casts are made, the fin X will becoms farger
and thicker, as indicated at X’ in Fig. 3, so
that more and more hand finishing along the

20

‘straight edges of the cast plate is required.

The curved edge of the matuix is sét up to-
pins P and the curved edge of the mairix
comes between an end ring ¥ and the back B,
as shown-in Fig. 4. When the matrix
rhrinks as succeeding casts are made, o fin Y
- will be left on the lower curved edge of the

plate. While this fin is not so objectionable”

as the fins X, as the curved edges of the plaie

are finished in preparing the plate for the

eylinder, it still is objectionable as it makes

more work for the finishing tool which fin-

ishes the lower curved edge of the plate.

This finishing tool is usually merely a revolv-
craper. :

40

45

along its straight edges, which is a necessary
incident of the present practice, is objection-
able as above stated on account of the time
required to dress up the plate. I have dis-
- covered that this objection can be obviated

by forming the matrix with its elamping sur-
faces in a plane off-set from the type face of
the matrix and by making these off-set
clamping surfaces form the bolster. In other
words, I make a bolster which has a flat sur-
face above the plane of the type face of the
matrix, which surfaces are additionally util-
ized for clamping surfaces. By doing this
and by backing up the off-set clamping sur-
faces in the mon, no fins will be ¢ast no mas-
ter how much the matrix shrinksin the cast-

50

(>3
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ing of successive plates. . ,
"he invention will be understood by re-
65 ferring to the accompanying drawings form-

In the’ customary practice, the streighi.
- edge of the matrix is held in the clamp or by
-a side strip S, as indicated in Fig. 2, wherein

ings :
l?l‘he hand finishing of the curved cast plate
¥ te] " p 1

prevent the ac- | ing
cumulation of ink on the edge of the printing |

!

~striuction of the sides of the chaso.

~Big. 12 illustrating the matrix

811,862

art of this application for patent. In
said drawings, Figs. 1 to 5, inclusive, have
already been described. ‘

Fig. 6 is a plan view of & chase with a form
of type locked therein, the-chase bsing modi-
fed or constructed to embody my invention.
Figs. 7, 8, 9 and 10, inclusive, are sectional
views taken along the lines 7—7, 8—8,.9—9
and 10—10 of kig. 6, illustrating the con-
Fig. 11
s a face view of a matrix prepared on the
enase and form of type ilustrated in Fig. 6.
Fig. 12 is o sectional view taken on the Jine
12—12 of Fig. 11, on double the scale of
sald Fig. 11, Fig. 12* is a view simil
after it has
been frimmed. Fig. 18 is a scctional view
“hrrough the matrix taken on the line 1313
of Fig. 11, of double scale relatively to Fig.
11. Kig. 13% is o view similar to Nig. 13 of
the matrix after tho same has been trimmed.
Fig. 14 is o view similar to Hig. 2, illustrating
the way my improved form of mstrix is
placed in the casting box and the improved

i

8 view similar to Fig. 14 illustrating the
position of the parts after the matrix shrinks.
Fig. 16 is & view sirnilar to Fig. 4, ilustrating

&

tne way my improved meirix is hekd ab its
curved lower edge. Fig. 17 is s similer
dow allustrating what happens after the

matrix shrinks.  Fig. 18 is a porspective
view illustrating a modified form of matrix
which is made to embody iy improvement,
and Figs. 19 to 24, inclusive, arve views
similar to Wig. 14 illustrating modifieabions.
‘ ring 1o Fig. 6, 10 designales an
ordinary rectangular chase modified for the
practicing of ‘my improvement. The same
is provided with a
adjustable by serews 12. 13 designatos the
side stick which has wedge-shaped projoc-
tions 14 formed slong one side thereof. 15
designates the adjustable strip which is
formed with wedges 16 cooperating with
the wedges 14. The adjusting strip 15 can
be slid in the chase by the usual adjusting
scregr 17. The form of type ¥ is placed in
the "ehase and the screws 12 and 17 are ad-
justed so that the form of type will be locked

B
Ky
1

“bightly thorein. As shown i the drawings,

the upper and left-hand sides of the chase
are provided along their-inner edges with a
deprossion 18, which deprossion is of & width
equal to the width of the desired clamping
surface and the bottom of -which depression
is flat, as indicated in Figs. 7 and 8. In ather
words, these sides of the chase are formed
with & depressed inner flat surface standing

on a plene below the plane of the face of the. 1
P

type or the type plane.- The foot-stick 11 is
rovided with o similsr depression 19, as
shown in Fig. 9. -The sido stick 13 i alse

provided with o similar depressien 20, e
‘a) in Fie. 19 &5 -u oroavas 21 are
‘anown In KFig. 100 Small grogves 21 ary

N
PR LI

for helding the same therein. Hig. 15 ¢

oob-stick 11 which iz
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" of the matrix.
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usually cut around the sides of the chase,
as indicated, so as to form cutting lines for
trimming up-the matrix.

" The matrix M is taken and beaten onto the
type form and chase in the usual manner and

dried in contact therewith. . The matrix is

then removed and the same will have the ap-
pearance indicated in Fig. 11; that is to say,
the same will have a ridge 22 running around
the type or printing face of the matrix and
the lower, surface of this ridge will thus form
a practically plane rectangular sirip or sur-
face below the type face of the matrix, The
matrixis then trimmed along thelines 23—23

5 which are formed thereir, by the groovés’
This will leave |

21 in the sides of the chase.
the matrix with plane clamping surfaces or
strips 24 along its head and foot or along
what is commonly termed-the straight edges
The mairix is then trimmed
along one of the lines 25 formed by one of the
grooves 21 in one of the long sides of the
chase, so as to have the longitudinal section
shown in Tig. 132 The other end of the ma-
trix is left untrimmed so as to come under
the ring or protecting picce which is used at
the top or pouring end of ‘he mold. The
matrix can be placed on the form and chase
so that either the upper or lower side théreof,
as indicated in Fig. 11, may contain the long
strip which lays under the pouring ring of the
box or under the riser which is cast on the
plate. This will make a new form of matrix
which, as hereinafter described, will cast a

‘plate without any of the objectionable fins.

If the matrix is to be used in the side dlamps
shown in Fig. 4, the side clamps are modified
by adding & metallic face or packing 26 to the
stationary jaw thereof and by cutting away
the movable jaw as irdicated in Fig. 14. By
this arrangement, it will be'seen that the cor-
ner 27 of the matrix between the clampin,

surface 24 and the type surface thereof wi

-practically form a holster which will make'a

small depression in the plate so that the edge

of the type face of the plate will be sharp. It

will also be noticed that the clamping plane
or surface of the matrix thus comes above
the type face of the plate or is oT-set from
the inside of the back towards the eenter of

cessive casts, as indics ted in Fig.- 15, the con-
necting surface 27 will simply pull away
from the metallic face 26 and the clamping

‘surface 24 will move down in the ¢lamp thus

making the depression jn.the plate at its
type edge somewhat deeper but still never

leaving the fin. This action is illustrated in
‘Fig. 15. The bottom of the .mold or the
edge thereof against which the lower curved.

edge of the matrix is to rest is also provided
with a sniall semi-cylindrical packing 28, as
indicated in Fig. 16.  This packing fits in the
clamping surface which is formed at the

lower edge of the plate. As the matrix

As the ‘matrix shrinks with suc-*

shrinks, as shown in Fig. 17, no fin will be
cast on the lowel edge of the plate as the
lower curved clamping edge of the matrix

gA

will merely pull up on the packing 28. Thus,

a plate can be cast without fins and the

- straight edges of the plate can be cast suffi-

ciently accurate to do away practically with -

all planing or hand finishing.” In some cases
the packing 260 may be placed directly on
the olf-set clamping surface 24 of the matrix
as indicated at 260 1n Fig. 18. This packing
may be formed of a piece.of paste-board cut
to the proper shape and pasted to the matrix
if desired. When- this is used, the metallic
face 26 is not employed in the clamps. The

75
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above improved form of matrix may also be -

advantageously employed in hand boxes;
that is, 1n boxes which are formed simply
with side bars 4nd in which the matrix is not
held by clamps along its straight edges.

A matrix provided with the improved bol-
ster or clamping surfaces previously de-
soribed, if the matrix is to carry its own
packing along the.bolster; may be used in
any ordinary hand casting -boxes provided.
the side bars of the box are cut-out so that
they will go around the bolster, as shown in
Fig. 19. In this arrangement, is.shown the
old-fashioned side bar 29 which lifts out. . If,
however, a packing for, the bolster is used
which is part of the casting chamber instead
of a part of the matrix itself, this packing can
bs fastened to the parts of the casting cham-
ber unless the plate is to be slid out axially of

the casting box. When‘this arrangement is-

desired and when it is desired to remove the
plate in the ordinary way, the packing 30 for
the bolster is left loose asindicated in Fig. 20,
in which figure is shown a partial sectional
ﬁie_w of a hand box employing hinged side
ars.
To overcome the objection of .using a loose

85
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packing piece 30, as shown in Fig. 20, the

acking may be made part of the hmge(f side
ar, as irdicated at 31 in Fig. 21. In this
modification, the packing 31 formed inte-
rally with the side bar is tapered where it
ts the ends of the back so that the parts can
easily turn on the pivot.
In Fig. 22 a packing 32 is shown as loosely.

which' fit in; slots in the side bar.” In this
modification, when the side bar is turned out,
the packing will move on the side. bar to re-

‘lease the matrix.. . ‘

-In Fig. 23 a packing 34 is shown as made
in the form of a supplemental side bar inde-
pendently pivoted to the back.

110

115

.connected to the pivoted side bar by pins 33 -

120

In Fig. 24 a packing 35 is employed which

is arrangéd to slide on the edge of the box.
The packin% piece is provided with a slot 36
engaging which is a pin 37 eccentrically set
in the side bar 29 so that as the side bar is
lifted, the packing will be moved away clear
of the plate.
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ing S‘L"ripc‘ or surfaces
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A matrix having o clamping sbvip ob
ace along ifs QL?‘&IO‘hb and curved odcrek
offset from the prmtu:g surface, the connect-

ing su dace e uweom Me PI%InUmO s‘uf 00 z‘n(! ’

4. A flexible curved matrix having clamp-
ng m‘{ps or surfaces along its straig h and
curved edges, the elements of which sutfaces

are offset from and above the corresponding
parailel elements in the printing swrface, the
connecting ::uvt ace UG'IVT on the clamping
surface and the fVi3e surface of ghe matrix
form!n(“ curved bolster.

B, kio comabinetion with 2 matrix having
% elamping strip or surface in a plane alxow
the printing plane, of a packing for making
U p the difference of level. -

6. A matrix haviz ing a clamping strip or !
surface along its ‘straight .edge in a plane !
above the printing: pmne, zmd & casting box
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4 vi, having a side har
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being te fafively movable,
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e(iﬂﬂ of a xmwl\ dluﬂ" o sirlnee offset from
me inside of the back in towards the center
of Lhe hox.
In to\timonv’ wheveot T have hereunto set
my hand, iw the presence of bwo subseribing
switnesses.
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