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2,627,883 
CONTINUOUS PLYWOOD PRESSAPPARATUS 

John J. Littley, Havertown, Pa., assignor to Bald 
win-Lima-Hamilton Corporatiom, a corpora 
tion of Pennsylvania, 
Application May 29, 1948, Serial No. 29,990 

(C. 144-28) 1 Claim. 

This invention relates generally to apparatius 
for making sheet material under heat and pres 
Sure Such, for example, as plywood, etc., and it is 
an object of my invention to provide an improved 
System and apparatus for making materials of 
that type from a continuous Supply of strip 
material. 

In my improved apparatus I accomplish the 
foregoing result by employing an automatic 
multiple platen press of the type having alter 
nately available openings between platens and 
combining therewith means for supplying an 
uninterrupted flow of a single continuous strip 
of material which is sectionalized and then Con 
trolled in a manner for feeding into said press 
openings in timed relation with their intermit 
tent alternate openings Without impeding the un 
interrupted flow. 

AS is well understood in the art, a duplex platen 
press of this type consists primarily of a sta- : 
tionary platen and two connected vertically mov 
ing platens disposed above and below the sta 
tionary platen and spaced apart from each other 
such distance as to provide an upper opening when 
the moving platens are in the raised position and 
a similar lower opening when the moving platens 
are in the lowered position. While material be 
tween One pair of platens is being cured by the 
application of pressure and heat thereto, I feed 
into the opening between the other pair of platens 
an uncured section of material, the material just 
previously cured between this latter pair of 
platens being suitably discharged as the new ma 

"terial is fed in. I combine with this type of 
press an automatic feeding means that intermit 
tently feeds the alternate press openings with 
sections of material cut off in predetermined 
lengths from the single continuous strip of ma 
terial that is continuously advanced towards the 
press at a constant rate of speed, the intermittent 
feed from the continuous supply being coordinat 
ed by shifting the cut-off sections of material al 
ternately to said press openings and causing each 
cut-off section to be disposed of before the im 
mediately following cut-off section is in a position 
to interfere with shifting of the feed means. 
There must also be exact coordination between 
the movement of such feed means and that of the 
press so that as each pair of platens is alternately 
opened, the feed means will be in the proper posi 
tion to direct an uncured cut-Off Section of ma 
terial into such opening, a cured Section being dis 
charged therefrom at the same time. 
In presses of this type it is also desirable to 

provide that both press openings can be instantly 
opened in the event of an emergency as, for ex 
ample, where cut-off Sections of material become 
jammed in a press opening. I have proVided 
an improved emergency control whereby both 
moving platens, no matter in what positions they 
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may be at the time, will be immediately caused 
to assume a position midway between their open 
and closed positions. 
While the feed means disclosed herein may be 

used to feed cut-off lengths of almost any kind of 
material of continuous strip formation, the ma 
terial for which my improved apparatus and 
System is particularly adapted is a continuous 
laminated strip composed of wood, glue, etc., for 
curing into plywood sheets through the applica 
tion of pressure and heat in a usual manner. 
This material strip is moved at a constant rate by 
a conventional conveyor powered by a Source in 
dependent of any power source hereinafter men 
tioned. As an end of the strip is fed to the platen 
preSS openings in cut-off sections of prede 
termined length, the other end is continuously ex 
tended by the addition thereto of the plywood 
ingredients. It is this work of extending the strip 
that requires the strip to be moved along at a 
Continuous rate, while it is the capacity of the 
platen press to cure the cut-off sections of ma 
terial that determines the rate of speed at which 
the strip is able to travel. 
A further object is to provide an emergency 

control means, integrated with said feed and press 
control means that Will immediately stop the feed 
means and cause the moving platens of the press, 
no matter in what position they may be at the 
time, to assume a position midway between their 
open and closed positions. 
Other objects and advantages will be more ap 

parent to those skilled in the art from the follow 
ing description of the accompanying drawings in 
Which: 

Fig. 1 is a sectional elevation, along the line 
- of Fig. 2, of my novel continuous automatic 
feed means, shown in association with the two 
openings of a platen preSS Of the type described 
and with a conventional conveyor; 

Fig. 2 is a plan view of said feed means; 
FigS. 3 to 12 illustrate diagrammatically ten 

phases in an operating cycle of my feed means 
associated with a platen press of the type de 
Scribed; and 

Fig. 13 is a Schematic diagram of a platen press 
and of my feed means, showing the integrated 
control means I employ for coordinating the 
movements of the feed means with the openings 
of the press, and for operating the emergency 
Control means. 
In the particular embodiment of the invention 

which is disclosed herein merely for the purpose 
of illustrating one specific form among possible 
others that the invention might take in practice, 
I ShoW in FigS. 1 and 2 a conveyor table having 
longitudinal sides 2 and end and intermediate 
braces 3, and pivoted at one end to a rigid support 

60 
4 by a pin 5. The free or delivery end of this 
conveyor table which is in proximity to the feed 
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end of an automatic duplex platen press 6 is thus 
enabled to be raised to the position shown in 
full lines in Fig. 1 to engage an upper opening 
formed by an upper moving platen 8 and a cen 
trally disposed stationary platen 3 of Said press, 
or lowered to the position shown in dotted lines 
in Fig. to engage a lower opening (), shown 
closed in Fig. 1 but open in Figs. 3 to 7, formed 
by a lower moving platen and said stationary 
platen 9. Hence, strip material 2, after being 
delivered onto conveyor table by conventional 
conveyor means 3 and cut into predetermined 
lengths or sections by a conventional flying shear 
4, may be delivered alternately, in the manner 

hereinafter described, into said press openings 7 
and 0 as each is opened intermittently in the 
normal operation of the press. In Fig. 1 a section 
2b of material strip 2 is shown under compres 

sion between the last mentioned pair of platens 
in the process of being cured. As is well under 
stood in the art, upper moving platen 8 and lower 
moving platen are adapted and arranged to 
move together in spaced relationship on either 
side of Stationary platen 9. This is accomplished 
by means of a plurality of vertical compression 
rods f5, the lower ends of which are secured to 
lugs 6 projecting from the sides of lower platen 
f, while the upper ends thereof engage similar 
lugs II projecting from the sides of upper platen 
8. When lift rams 53a, Fig. 3, located beneath 
lower platen , are raised the movement of lower 
platen is transmitted to upper platen 8 through 
compression rods 5, and when the lift rams are 
lowered uprer platen 8 moves downwardly by 
gravity against the upper ends of said rods. Stops 
í 8 limit the vertical movement of the platens in 
both directions. Thus, while one pair of platens 
is closed applying pressure and heat to a cut-off 
length of material, the other nair of platens is 
Open to receive from the feed means a newly 
cut-off uncured length. The Section of material 
that has just been cured in the press is discharged 
from the press opening at the opposite end there 
of by conventional means. 
While various means may be employed to raise 

and lower conveyor table , in the embodiment 
shown I use a vertically disposed hydraulic actu 
atting cylinder 9, Fig. 1, in which a piston. 20, 
having a piston rod 2, is moved upwardly by the 
introduction of fluid pressure through a pipe line 
22 into that part of actuating cylinder 9 that is 
below piston 29, and is moved downwardly both by 
gravity and by the introduction of fluid pressure 
through another pipe line 23 into that part of 
actuating cylinder 9 that is above piston 2. The 
connections of pipe lines 22 and 23 With the in 
tegrated control system, hereinafter described, are 
shown diagrammatically in Fig. 13. The lower 
part of cylinder 9 is pivoted by a pin 24 to a 
stationary support 25, preferably, though not 
necessarily, located in a pit for the Sake of Con 
venience, while the upper end of piston rod 2 
is pivoted by a pin 26 to a lug 27 affixed to the 
forward underside of conveyor table f, thus al 
lowing cylinder 9 lateral movement as the piv 
oted end of piston 29 is moved through an arc 
described by the movement of the table and so 
enabling the table to be raised and lowered to 
the level of the press openings by and in accord 
ance with hydraulic pressures exerted within 
actuating cylinder 9. 
A feed means of this type would clearly be in 

operative if it merely provided that the forward 
edge of the continuously moving material strip 
were to remain in continuous abutting engage 
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4 
ment with the rear edge of each newly cut-off 
Section of material until such section had been 
pushed into a press opening. This is so because 
the conveyor table could not at any time be 
raised or lowered to its other position without in 
terfering with this uninterrupted flow of material 
across the conveyor table. I Overcone this dif 
ficulty by providing that such continuous flow be 
interrupted between cut-off lengths without stop 
ping or slowing down the material strip, to permit 
the delivery end of the table to be free of material 
So that the conveyor table can be shifted to its 
other position without interfering with the ma 
terial. In the half of conveyor table nearer the 
preSS I provide an accelerating conveyor means 
designed to speed cut-off sections alternately into 
the press openings. Such acceleration is from the 
moment the length is cut off from the material 
Strip by flying shear 4 to the moment such sec 
tion is fully deposited in the press opening. By 
thus increasing the speed of each cut-off length 
Over the Speed of the constantly advancingma 
terial Strip, there is created between the rear 
edge of such length and the forward edge of the 
material strip a Space that rapidly increases in 
extent until such length has been deposited in 
the opening. As soon as the length has been 
brought to a stop, this space starts to diminish, 
but at a slower rate, as the forward edge of the 
material strip continues its advance towards the 
delivery end of the conveyor table. This space 
allows sufficient time for the shifting of the con 
veyor table to the other position, which requires 
only a few seconds, before the forward edge of 
the material strip has advanced to the delivery 
end of the table. Such accelerated rate may be as 
much as twice that of the constantly moving 
material Strip. While such accelerating conveyor 
means Inay be obviously constructed in a number 
of ways, I prefer to employ the form shown in 
FigS. 1 and 2. Journaled in and between sides 
2 of the conveyor table are two free-turning 
transverse shafts 28 and 29. Affixed to each of 
these shafts is a number of pulleys 39 so adapted 
and arranged that each pulley on one shaft is in 
longitudinal alignment with a pulley on the other 
shaft. Each of these pairs of pulleys is joined to 
gether by an endless conveyor beit 3 so that ro 
tation of transverse shaft 29 in a clockwise direc 
tion, as viewed in Fig. 1, will turn all conveyor 
belts 3 f simultaneously in the same clockwise di 
rection and cause the cut-off length of material 
deposited thereon to be moved longitudinally 
along the conveyor table in the direction of the 
press. These conveyor belts are driven by an 
electric motor 32 which through a speed reduc 
tion unit 33 of suitable ratio rotates a pair of 
meshing beveled gears 34, one of which, being 
affixed to an extension of shaft 29, also causes 
said shaft and the pulleys thereon to be rotated. 
A conventional solenoid-operated clutch 35, lo 
cated between speed reduction unit 33 and beveled 
gears 36 provides means for rapidly and effectively 
accelerating conveyor belts 3i and material de 
posited thereon. The other half of the conveyor 
table is provided with a plurality of transverse 
free-turning conveyor rollers 36, also journaled in 
and between sides 2, whose function is merely to 
convey the material strip along the conveyor table 
and onto conveyor belts 3 which, as will be seen, 
remain free-turning until a section of material 
has been cut-off from the material strip. Limit 
Switches which I employ to complete electrical cir 
cuits to solenoid-operated clutch 35, to flying 
shear 4 etc., are not, for the sake of clarity, lo 
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cated or described at this point but are dealt with 
hereinafterin connection With the integrated con 
trol System that coordinates the operation of the 
feed means with that of the platen press. 
Operation.-Figs. 3 to 12 show schematicaily 

ten principal phases of the cycle of mechanical 
operation of the feed means in conjunction. With 
an automatic platen press having two openings. 
While Specific measurements of time and distance 
are given in describing these phases, it is of course 
understood that they are merely by Way of exam 
ple and may be varied in Whole or in part to meet 
different conditions. If it is assumed that the 
material strip is traveling at a speed of 1.3 feet 
per Second, that it requires 18 Seconds to coin 
plete a cure of material in the upper opening, 18 
Seconds to complete a cure of material in the 
lower opening, two seconds to shift the press from 
the down position to the up position, and two sec 
Onds from the up position to the down position, 
it is Seen that a total of 40 Seconds is required 
to complete a cycle of operation. În Fig. 3 upper 
opening 7 of the press has just been closed on 
a Section or length 2a of material to begin an 
eighteen second cure thereof. Lower opening is 
has of course been opened simultaneously with 
the closing of upper opening 7 and cured -section 
2b in the lower opening is ready to be discharged 
therefrom. A cut-off section 2c which is in 
abutting engagement with Section 2b, has just 
been cut-off by flying Shear Á, now retracted, 
and is being rapidly speeded into lower opening 
0, the conveyor table being in the down posi 

tion, under action of conveyor beltS 3, the pairs 
of arrows in Figs. 3, 4, 7, 8, 9 and 12 serving to 
indicate that such belts are in motion. The for 
ward end of material strip 2 continues to ad 
vance at its constant rate of 1.3 feet per Second. 
Fig. 4 shows the positions of the noving parts at 
the end of five seconds of operation. Section 2c 
has been speeded by conveyor belts 3 about half 
way into lower opening , while cured section 
2bis being ejected therefrom in a conVentional 
manner. It is seen that an ever-increasing Space 
between the rear edge of section 2c and the con 
stantly advancing forward edge of material Strip 
2 has appeared. Fig. 5 shows the positions at 
the end often seconds of operation. Section 2c 
has now entirely entered lower opening is and 
cured 'Section 26 completely discharged theire 
from. There being no further work for conveyor 
belts 3 to perform at this moment, clutch 35 
is disengaged and conveyor belts 34 ride free, i.e. 
the belts are not then driven by power but are 
free to idle. It will be noted that the forward 
end of material Strip 2 has reached only the 
half Way point of the conveyor table and that 
it will therefore be another nine or ten seconds 
before it reaches the end of the table. In Fig. 6, 
Which shows the positions of the moving mem 
bers after fifteen seconds of operation, the con 
veyor table has been raised by actuating cylinder 
9 (not shown in these Schematic dra Wings for 

the sake of clarity) to Serve in a similar capacity 
upper opening a which has not yet been opened. 
As the forward edge of the material Strip has 
traveled only three-fourths of the length of the 
conveyor table, it is seen there has been no inter 
ference from said strip during Such shifting of 
the table. During these operations described 
above and illustrated in FigS. 3 to 6, preSSure has 
been continuously exerted on section 2a by up 
per main rams 58a, Fig. 13, of the press, as dia 
grammatically shown by arrows P in Figs. 3 to 6. 
In Fig. 7, which shows the positions after eighteen 
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6 
seconds of operation, such pressure of the large 
rams has ceased, the cure of section 2a, now be 
ing completed. Another -- Section 2d, is shown in 
the act of being cut-off from material strip 2 
by fiying shear 4 and again conveyor belts 3 
have been set in clockwise motion to speed sec 
tion 2d, at a faster rate than that of the ma 
terial Strip, towards and into upper opening 
which still remains closed. The foregoing five 
phases complete a half-cycle of operation and 
deal with the feeding of the lower opening of the 
press. Except for the positions of the conveyor 
table and of the press openings, it will be seen 
that the remaining Figs. 8 to 12 correspond re 
Spectively to FigS. 3 to 7 and deal in like manner 
with the feeding of the upper opening of the 
preSS. Fig. 8, which is only two seconds later 
than Fig. 7, shows upper opening now open 
With the forward edge of section 2d in contact 
With Section. 2d. and conveyor belts, 3 still in 
motion. Lower opening 8 has of course been 
Simultaneously closed to begin the eighteen-sec 
Ond cure of section 2c. In Fig. 9, which is 
twenty-five seconds after the beginning of the 
Cycle, Section 2d has been speeded by conveyor 
belts 3 to a point about half-way into upper 
Opening , while section 2a is being ejected 
therefrom. Again an ever increasing space...be 
tween the rear edge of section 2d and the for 
Ward edge of constantly advancing material strip 
2 has appeared. In Fig. 10, which shows the 

position of the IYoving parts after thirty-seconds 
of Operation, Section 2d. has completely entered 
upper opening and cured section 2a entirely 
discharged therefron. Conveyor belts 3 have 
again been stopped. Fig.11 which is thirty-five 
Seconds after the beginning of the cycle, shows 
the table moved to the lower position to serve 
lower opening which has not yet been opened. 
As in the case of Figs. 3 to 6, while section 2d. 
WaS being replaced by Section 2d, as above de 
Scribed and illustrated in Figs. 8 to 11, pressure 
froin lower main rams 56d, Fig. 13, was being 
continuously exerted on section. 2c, as shown by 
vertical arrows P in FigS. 8 to 1. In Fig. 12, 
Which is forty seconds after the cycle began, the 
forward-edge of material strip 2 has reached the 
predetermined length and flying shear i is in 
action to cut off a new section 2e while, conveyor 
belts. 3 are again set in clockwise motion to speed 
the Section towards...and into. lower opening 3 
Which is shown still closed. As this is the end 
of the complete, cycle, the next phase would be 
that ShoWn in Fig. 3. It is to be understood that 
the reason for providing a lineans that will accel 
erate the Cut-off sections of material towards 
and into the openings of the press is to clear the 
delivery end of the conveyor table of materialso 
that the conveyor table may be shifted from one 
position to the other without interference by or 
With the material. 

Integrated control system.-The integrated 
control System that I have devised to coordinate 
the novernents of my improved feed means in 
combination with those of the platen press and 
to provide a stopping of the feed means and 
the midway positioning of the platens in the 
event of an einergency is shown diagrammatically 
in Fig. 13. It will be noted that the nine limit 
Switches I use to complete circuits to the solenoid 
Operated clutch, to the flying shear etc. are lo 
cated on the schematic drawings of the conveyor 
table and press in said Fig. 13, and are shown 
in the electrical circuits of the control system. 
Each of these limit SWitches is spring-loaded so 
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ás to keep a circuit closed only so long as the 
Switch is held down by an engaging cut-off sec 
tion or by a press platen, as will be made clear 
later. To prepare for operation, a throttle valve 
37 in the hydraulic system for the conveyor table 
is opened allowing oil to flow from cylinder 9 
into tank 38 and causing piston. 20 and the con 
veyor table to move downwardly to their lowest 
limit. The forward edge of material strip 2 is 
then set at a predetermined point on the con 
veyor table and motors 39, 40 and 4 started. 
The press is started by depressing start cycle 
button 42. Depressing start cycle button 42 
energizes coil 43 which closes two contactors 
44 and 45. Contactor 44 holds the circuit closed 
around the start cycle button, while contactor 45 
completes circuit to other controls. At this stage 
all circuits are open except timer TA. Timer TA 
is energized through points 46, closing points 
47 and 48. Points 48 start time delay relay 49 
and energizes Solenoid 50 on four-Way Walve 5 
in the hydraulic system for the press. This valve 
moves from a neutral position to position "1 to 4', 
permitting oil to flow fron main pump 54 to 
lift cylinders 53 raising lift rams 53a. Pressure 
from constant displacement pump 54a, holds 
filling valve 55 in position to permit lower main 
cylinders 56 to fill directly from tank 52. Pres 
sure on port 4 of filling valve 57 permits oil in 
upper main cylinderS 58 to drain back into tank & 
52. As lift cylinders 53 are filled in the manner 
described, press platens and 8 rise rapidly 
but at low pressure until closed at which time 
pressure rises to setting of sequence valve 59, port 
6, of filling valve 55. Pressure through port 6 
Overcomes pressure at port 4 thereof and filling 
valve 55 shifts, permitting high pressure to enter 
port 3 and exit at port , causing lower main 
rams 56a to move up at low Speed and high pres 
sure against stationary platen 9. When time de 
lay relay 49 runs out, circuit is closed to Solenoid 
69, causing conveyor table to remain in the down 
position (first cycle only). As timer TA runs 
out, points 47 and 48, and delay relay 49 are 
opened and points 62 closed, energizing timer TB 
and closing points 63 and 64. This action starts 
delay relay 65. The opening of points 48 caused 
solenoid 50 to be de-energized, permitting rams 

, and platens to move downwardly by gravity. The 
oil in the lower cylinders is forced back to tank 
52 through filling valve 55, while upper cylin 
ders 58 are filled through filling valve 57. The 
downward movement of upper platen 8 closes 
limit switches 66 and 67, located between upper 
platen 8 and stationary platen 9, Fig. 13, com 
pleting circuit through points 64 and thus ener 
gizing solenoid 68 on four-way valve 5i. The 
energization of solenoid 68 causes main four 
way valve 5 to shift, opening ports "f to 3' 
and placing pressure at port 6 on filling valve 
5T. Pressure builds up almost immediately. Se 
quence valve 69 opens and overcomes low pres 
sure at port 4, shifting filling valve 5, permit 
ting high pressure to enter port 3 and exit port 
to upper main cylinders 58, causing upper main 

rams 58a to exert high pressure against upper 
platen 8. It should be noted that no material 
has at this time entered the press. While pres 
sure is thus being applied to upper moving platen 
8, as above described, conveyor table , which 
has not moved from its down position, begins to 
function as follows: The forward edge of ma 
terial strip 2 when set in motion by conventional 
conveyor 3 trips and closes a limit Switch 10, 
Figs, 1, 2 and 13, whose operating lever 70' is 
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8 
located at a predetermined point between the 
conveyor belts and in the path of the material 
strip. Since, and only if the conveyor table and 
preSS are in down position, limit SWitches 7 
(whose operating lever 7 is positioned beneath 
the conveyor or table to be closed by the lowering 
thereof, Figs. 1 and 13) and 72 (whose operating 
lever 2' is positioned beneath lower platen 

to be closed by the lowering thereof, Fig. 13) 
are closed, completing the circuit through limit 
Switch 0, and Solenoid-operated clutch 35 is 
thus energized, setting into motion conveyor belts 
3. Almost simultaneously with the closing of 
limit switch 20 by the forward edge of material 
strip f2, limit SWitch 3, Figs. 1, 2 and 13, whose 
operating lever 3’ is also located between con 
veyor belts 3 and in the path of the material 
strip, is also tripped and closed in similar man 
ner, and circuit to shear 4 is completed, but 
only if, however, limit switches 0, if and 72 are 
closed (which closes contactor 74), thus prevent 
ing the piling up of sections of material on the 
preSS should a malfunction occur in normal 
operation, A section of material having now 
been cut off from material strip 2 by action of 
shear , the section is accelerated into lower 
opening f of the press by rotating conveyor belts 
3. As the cut-off Section Strikes limit SWitch 5, 
whose operating lever 75' is located at the de 
livery end of the conveyor table, Figs. i., 2, 13, 
the switch is closed, causing the circuit that 
drives Conveyor belts 3 to remain complete even 
after the cut-off section has passed over and 
released limit Switch 9. When the cut-off Sec 
tion has completely entered the press opening, 
imit Switch 75 is also released, de-energizing 
Solenoid-operated clutch 35 and alloWing con 
veyor belts 3 to ride free. At a predetermined 
time after the cut-off section has fully entered 
the opening, delay relay 65 times out, complet 
ing circuit to solenoid 76 on four-way valve 77 
in the hydraulic circuit for the conveyor or table 
and allowing oil from tank 38 to enter actuating 
cylinder 9 through pipe line 22. The table ac 
cordingly moves upwardly until reaching a fixed 
stop. Timer TB then times out (which is at the 
end of the curing period), opening points 63, 
64, 46 and 65. The opening of points 64 releases 
solenoid 68, breaking down the pressure in upper 
main cylinders 58. The opening of points 46 
de-energizes clutch System in timer TA, resetting 
timer TA, which in turn resets timer TB. In re 
setting timer TB, timer TA is again energized, 
closing points 4 and 48, as before, energizing 
solenoid 50, and causing the press to rise, and 
starting delay relay 49. When the press has 
reached the up position, upper opening 7 is ready 
for loading. The forward edge of the constantly 
moving material strip now again reaches limit 
switch 6, closing it, which again completes cir 
cuit to solenoid-Operated clutch 35 and again 
starts conveyor belts 3f rotating but only if, 
however, limit switches 18 (whose operating lever. 
78’ is positioned above the conveyor table to be 
closed by the raising thereof, Figs. 1, 2 and 13) 
and 79 (whose operating lever 9 is positioned 
above upper platen 8 to be closed by the raising 
thereof, Fig. 13) have been closed by the up 
ward movement of the conveyor table and press 
platens, as they Would be in normal Operation. 
Almost simultaneously with the closing of limit 
Switch 70, limit Switch 3 is also closed by the 
material strip completing circuit to flying shear 
f4, but only if, however, limit switches 78 and 
9 are closed. Another Section is accordingly 
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sheared off to the proper length. The cut-off 
length is accelerated into upper opening 7, clos 
ing limit SWitch 5 at the end of the conveyor 
table and keeping it closed until the section has 
fully entered the opening when it is released, as 
before, and the circuit actuating Solenoid-Op 
erated clutch 35 driving conveyor belts 3 is 
broken. The reason for cutting off the power 
to the conveyor belts after they have delivered 
a Section of materia? into a press opening is to 
prevent, wear of the belts that would occur were 
the moving material strip allowed to move onto 
the faster moving conveyor belts. The cycle de 
scribed above will, of course, continue to repeat 
until such time as stop cycle button 80 is de 
pressed or, in the case of an emergency, emer 
gency button 8 is depressed. 
The emergency control I have devised, where 

by the moving platens of the press may be made 
to assume a position half way between their 
Open and closed positions, consists of a number 
of emergency cylinders 82 having rams 82d, Fig. 
13, that are similar to lift rams 53d in that they 
are mounted beneath lower moving platen if 
and are enabled to lift both moving platens rapid 
ly. However, these emergency rams are designed 
to have a stroke that Will raise the platens only 
half the distance that lift rams 53a are capable of 
raising then, so that When lifted to their extreme 
limit both upper opening 7 and lower opening 0 
will be opened only half Way. These emergency 
rans function in the following manner: When 
emergency button 8 is depressed, three sets of 
contactors are activated. One contactor 83 holds 
the circuit around the emergency button. The 
second contactor 84, which is normally closed, 
breaks the normal cycle circuit at any instant 
of operation, de-energizing all valves in the nor 
mal circuit and causing moving platens 8 and 

to become free-floating and to move down 
wardly under their own weight. The third con 
tactor 85 is closed, energizing coil 86 of an 
emergency four-Way valve 8. This diverts all 
fluid through main pump 54 to emergency cylin 
ders 82, causing emergency rams 82a to rise to 
the mid position. It is immaterial in what 
position the moving platens may be at the no 
ment the emergency button is depressed. If 
the platens are in a down position at this time, 
emergency rams raise the platens to the half 
way position; if the platens are in an up posi 
tion at the time, they move downwardly by their 
own weight until stopped at the mid position by 
the raised emergency rams. The conveyor table 
is also stopped by the action of contactor 84 in i 
breaking the normal cycle circuit, but Will re 
main in whatever position it may be at the time 
owing to a foot valve 88 which restricts the flow 
of oil back to tank 38 unless, as in normal Opera 
tion, fluid pressure is introduced through pipe 
line 23 into that part of actuating cylinder 9 
that is above piston 20. To resume operation 
of the press and feed means after an emergency 
stopping thereof, re-set button 89 is preSSed, 
throttle valve 37 in hydraulic circuit of the Con 
veyor table is opened, as before, and the forward 
edge of material strip A2 relocated at the start 
ing point. The throttle valve is then closed and 
start cycle button 42 depressed, as previously de 
scribed. 
From the disclosure herein, it is seen that I 

have provided, in combination with an automatic 
multiple platen press having at least two open 
ings, simple and efficient means for continuous 
ly supplying strip material that is alternately fed 
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into intermittently available press openings with 
out interfering with the continuous rate of sup 
ply. In addition, I have provided an integrated 
control means that coordinates the movements 
of Such aeans With those of the platen press and 
to effect a complete stopping of the feed in what 
ever position it may be at the time and simul 
taneously cause the moving platens of the press 
to assume a midway position. 

It will of course be understood by those skilled 
in the art that various changes may be made in 
the construction aind arrangement of parts with 
out departing from the Spirit of the invention 
as set forth in the appended claim. 

I claim: 
PreSSing apparatus comprising, in combina 

tion, a multiple-opening platen press, means for 
opening one set of platens while closing another 
set and vice versa, means for supplying a single 
continuous Strip of material which moves at a 
Substantially constant rate, means for cutting the 
material into sections, conveyor means for ac 
celerating the movement of each cut-off section 
as it approaches the press, the delivery end of 
the accelerating conveyor being immediately ad 
jacent said platens to deliver the sections alter 
nately into the platen openings, shifting means 
for causing the accelerating conveyor to be moved 
alternately from a closed set of platens to 
an open set, and means for controlling said a,c- 
celerating conveyor automatically in accordance 
with the position of the accelerating conveyor 
and press platens so that during pressing of the 
material between the closed platens the Open set 
of platens may have an accelerated cut-off Sec 
tion inserted therein while allowing the con 
tinuous strip of material to continue to travel 
at its constant rate, said accelerating conveyor 
for speeding each cut-off section towards and 
into the press openings at a rate faster than that 
of the material strip consisting of a conveyor 
table, one end of which is pivoted, and the other 
end being in engagement with and actuated by 
the shifting means, rotatable shafts transverse 
lly journaled in the conveyor table, pulleys affixed 
to the shafts, endless conveyor belts longitudinal 
ly disposed about pulleys on both shafts and po 
sitioned so that a portion of each section at the 
time of its severance from the material strip is 
in contact with the belts, means for rotating the 
shafts and belts in such direction as to convey 
each section in contact theireWith towards and 
into a press opening, electrically-operated clutch 
means for causing the shafts and belts to ride 
free after accelerating each Section into a press 
opening, and means controlled by an accelerat 
ing cut-off section of material during a prede 
termined position of its movement so as to con 
trol said clutch means to effect the free riding 
of said belts. - 

JOHN J. LITTLEY. 
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