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This invention relates to improvements in 
method and apparatus for making stereopticon 
slides from transparencies, the primary object of 
the invention being to provide means whereby 
slides of superior form and construction are ob 
tainable more easily, quickly and inexpensively 
by persons having no special skill. 
Another important object of the invention is 

to provide simple and efficient apparatus of the 
character indicated above which procures initial 
accuracy in the assembling of the slide compo 
nents, including glass plates, film, or transpar 
ency and mask, and maintains such accurate 
assembly in the clamping of the components to 
gether, and while the components are rotated to. 
conveniently position the different edges thereof 
for application of suitable cement thereto for 
fusing the edges and securing the components 
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together to complete the slide, the said appa 
ratus being adaptable to the making of only one 
or a plurality of slides at a time. 
A further important object of the invention 

is to provide an easier, quicker and more efficient 
method of making the slides which results in 
slides of uniformly accurate construction. 
. Other important objects and advantageous fea 
tures of the invention will be apparent from the 
following description and the accompanying 
drawings, wherein, for purposes of illustration 
only, a specific embodiment of apparatus is set 
forth in detail, and certain steps in the method 
are graphically shown. 

in the drawings, wherein like numerals desig 
nate like parts throughout the several views: 

Figure 1 is a side elevation of the press con 
ponent of the apparatus, showing a plurality of 
slide assemblies clamped therein, and showing in 
dottedlines, in association therewith, before with 
drawal, the slide assembly carrier; 

Figure 2 is a right-hand end elevation of Fig- . 
ure l; 

Figure 3 is a side elevation, partly broken away, 
of the carrier; 

Figure 4 is a transverse vertical section taken 
on the line 4-4 of Figure 3; 

Figure 5 is an enlarged fragmentary horizontal 
section taken on the line 5-5 of Figure 1; and 

Figure 6 is an exploded group perspective view 
of a plurality of slide assemblies, one of the dis 
carded separators being shown in dotted lines. 

Referring in detail to the drawings, the illus 
trated apparatus comprises the press 9, the car 
rier 10, the relatively thin, L-shaped separators 
ff, and the relatively thick spacers 2. 
The press 9 can beformed efficiently of a frame 
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of rigid tubing or pipe providing a horizontal base 
portion 4, a left-hand upright 15, and a right 
hand upright 6. Pieces it like half-washers can 
be welded or otherwise secured to the outer sides 
of the lower ends of the uprights to provide feet 
for supporting the frame in an upright position 
on a supporting Surface. 
The left-hand upright 5 has at its upper end 

an inwardly projecting boss 8 providing a 
mounting for a bearing in the form of a shank 9 
terminating in a ball 28. The ball 2G is swively 
confined in a socket 2 in a boss 22 on the Out 
ward side of a clamping plate 23. The clamp 
ing plate 23 is rectangular and Smaller than, but 
of the same proportions, as the slides to be made 
up, and has a plane, polished clamping face 24. 
The upper end of the right-hand upright 6 

is traversed by a horizontal clamping Screw 25 
extending parallel to the base portion f4 and 
axially aligned with the bearing ball 20 on the 
left-hand upright 5. The screw 25 is threaded 
through a nut 26 welded or otherwise suitably 
secured to the inner side of the upright 6, as 
indicated in Figure 5. The Outer end of the Screw 
25 has a crank handle 27 and its inward end has 
an enlargement 28 Serving as a mounting for a 
bearing including an axial shank 29 terminating 
in a ball 30. The ball 30 is swively confined in 
a socket 2' in the boSS 22' of a clamping plate 
23' Similar to the clamping plate 23, and Similarly 
having a plane, polished clamping face 24'. 
The carrier () comprises a longitudinally elon 

gated box having a bottom wall 32, side walls 33, 
and end Walls 34, the dimensions and Spacings 
of the walls corresponding to the dimensions of 
the slides and the number of such slides to be 
carried at one time. The end walls 34 are formed 
with similar rectangular openings 35 opening 
through their upper edges 36 for conformably 
receiving the claimping plates 23 and 23". The 
bottom edges 37 of the openings 35 are so located 
that when the carrier ) is in inoperative relation 
to the clamping plates, the carrier bottom wall 
Supportably engages the lower edges of the slide 
components. With the carrier side Walls 33 en 
gaging the side edges of the slide components. 
When pushed down evenly into the carrier the 
slide components have their upper edges uni 
formly level, whereby perfect registration of the 
CornponentS is a SSured. The longitudinal spac 
ing of the carrier end walls 34 is so calculated that 
the desired plurality of slide assemblies together 
with the appropriate number of separators. 
and spacers 2 are accommodated in the carrier. 
The method of the present invention contem 
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plates assembling one or more slides, each a S 
sembly consisting of a film or transparency 40, 
a rectangular mask 4 having portions on oppo 
site sides of the transparency 40, and two glass 
plates 42, one on each side of the masked trans 
parency. Where a plurality of slide assemblies is 
involved, their components are placed upright 
in the carrier , With a cardboard or other suit 
able material, L-shaped separator positioned 
between each assembly, with one arm 43 posi 
tioned horizontally in line with the lower edges 
of the components and the other arm 44 vertically 
in line with a side edge of the components, as 
shown in Figure 6. A spacer 2 of the same size 
and dimensions as the press camping plates. 23, 
23, but substantially thicker than the separators 

, is placed between adjacent assemblies. The 
dimensions of the separator arms 43 and 44 are 
Such that the Spacers f2 are forced to occupy a 
correctly vertical and laterally centered position 

: with respect to the glass plates 42, which they 
... separate. 

*:: With the slide assemblies arranged in the car 
:3riedr (, , as above is described, the carrier ... O is 
brought upwardly to engage the end wall open 

::ings. 35, with the clamping plates :23, 23, the 
clamping plates first having been given the cor 

* rect: Spacing, from each other by manipulating 
: the press. Crank handle 27, so that the contents 
of the: carrier , assume a position', between the 
Clarnping faces. 24, 24’ of the clamping plates. 
With the carrier 8, held in place, the crank 

...handle 27 is operated to clamp the single slide 
: assembly or the plurality of slide assemblies to 
"gether; So that adjacent; components: are in mu 
itually: compressive: relation with each other and 
With the spacers. 2. Upon downward with 

C drawals of the carrier. O, the spacers 2-being 
: thicker'... than the separators; f, the separators 
fall out of place, and all four edges of the coin 

"...ponents of the clamped slide assemblies are ex 
sposed and readily accessible. The SWive mount 
: ing of the clamping plates 23, 23" provides...for 
iniforn. Clamping of a plurality of slide as 

: Semblies and facilitates positioning thereof for 
: clamping between the clamping plates. 

"*. With...the slide assemblies clamped as above 
described, and the separators. being out of 
the way,...suitable adhesive or ; cements can be 
applied to...fuse together the edges of the adjacent 
slide components. This operation. Offusingha 

riterial is rendered easier and more accurate by 
rotating, the clamped assemblies. On the bearing 
balls. 28 and 3), so as to bring up each edge in 

: turn. - 
It should be noted that before assembling the 

components foil.the-slides, the glass plates 42 are 
: clearned. With alcohol or acetone and air dried, 
; and the film or transparency. 40 and the mask 4 
are cleaned of dust or lint. Preferably, moisture 
and heat-resistant cement, is used, and: can be 

i;applied directly to the edges of the slide com 
sponents from the tube. The resultant slides are 
air. and waterproof... After a drying period of 
about thirty rainutes, the clamping screw 25 is 

...turned in a direction to separate the clamping 
a plates. 23 and 23' and the completed slides 45 
and release: the Slides and the Spacers 2. 
3: I'Clain: 

in a method of taking a plurality of slides 
... each composed of an assembly of components in 
cluding a masked transparency and glass plates 

É at opposite: sides of: the transparency, the steps 
of transiegtly supporting...the: components...and 
adjacent assemblies-loosely in registry; separat-, 

A. 
ing the assemblies by placing spacing means be 
tween adjacent assemblies and leaving marginal 
portions of the assemblies exposed, applying com 
preSSive force to opposite ends of the resultant 
grClip of a SSemblies so as to compress the com 
ponents of each group together and so as to 
CompreSS the Spacing lineans between adjacent 
aSSenablies, removing the transient holding sup 
E. and, applying fusing cement to the edges of 
the assemblies. 

2. In a method of making a plurality of slides 
; : each composed of an assembly of components in 
scluding a masked transparency and glass plates 

: ... at Opposite sides of the transparency, the steps 
5 of transiently supporting the components and 
is adjacent assemblies loosely in registry, separat 
...ing...theaSSemblies by placing spacing means be 
tween adjacent assemblies and leaving marginal 

20 
portions of the assemblies exposed, applying 
Compressive force to opposite ends of the re 
Sultant group of: assemblies soas", to compress 

, the components: of each: group together and so 
: as to 3 compress the spacing means between ad 
jacent asseinblies,' removing the transient hold 
ing Slipport, and applying fusing: cement to the 

redges of the assemblies, while rotating the group 
Of assemblies. 
3. In apparatus for making a group of slides, 

a preSS, comprising a base, elements extending 
laterally from Said-base and spaced along-said 
-base, from each other, a first clamping plate 
SWively mounted on one of said: elements: and 

i. facing the other element, a clamping screw 
... inotinted on Said other element: in alignment 

* With Said first clamping plate, a second clamp 
"...in.g., plate SWively mounted on said clamping 
... Screw and facing Said first clamping plate, and 
: Ileans for Operating, said "clamping screw, said 
glamping plates being:polygonal, a slides carrier 
comprising a longitudinal wall; sidewalls along 
Opposite sides of Said longitudinal wall, and end 
Walls. On opposite ends of said longitudinal wall, 

:: the: ; Slides-being adapteds to be: positioned on 
as Said longitudinal wall between said sidewalls and 
endwalls, So as to be loosely held in registry, as a 
group, Said endwalls being formed with polygonal 

'OpeningS. extending through an edge; thereofoon. 
s for raisig, in Size and shape and adapted to receiya 
is Said."first and Second clamping plates whereby 

is the carrier and the group of slides are: held in 
... enforced registered condition...and, in alignment 
With the clamping plates and are connected to 

...the clamping plates for rotation therewith op 
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eration of Said clamping screw in one:direction 
Serving to compress, the group of registered slides 
together in said: carrier between said: first and 
"Second clamping plates, said carrier, then being 

... "eiilovable" from the group of clamped plates to 
expose edges: thereof, theretofrom genclosed by 
the carrier. 

4. In apparatus for making a plurality of 
slides, a carrier for removably holding a stack 
of slides in registry, said carries: Comprising a 
longitudinal Wali, Sidewalls, along opposite Sides 

C. 

of said longitudinal Wall, and:end walls extend. 
...ing. between said sidewalls at the ends, of the 
longitudiinal. Wall said, end Walls: being... formed 
With non-circular openings, extending' through 
an edgethereof, a press having a pair of aligned 
clanping plates. Smaller; in area than the slides, 
said plates being non-circular in shape, the open 
ings in the carrier endwalls; being. Substantially 
of the: Same-size. and shape: as the clamping 
plates So, that. When the-clamping plates aire po 

75:...sitioned; in said openings; said...carrier is aligned 
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with the clamping plates and is non-rotatably 
connected to the clamping plates but can be dis 
engaged from the clamping plates by moving the 
carrier sidewise relative to the plates in a direc 
tion to pass the clamping plates out of said open 
ings, said clamping plates being engageable with 
the end slides of the stack through the openings 
in the carrier endwalls when seated in the carrier 
endwall openings and being movable toward each 
other to compress and clamp the slides together. 
in registry with each other and in alignment with 
the clamping plates, and means for urging the 
clamping plates toward each other to compress 
the slides together sufficiently to support the 

s 

10 

stack of slides independently of said carrier, said:l 
carrier then being removable from the stack and 
from the clamping plates to expose edges of said 
slides otherwise enclosed by said carrier. 

ROBERT F. BARTER, 
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