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UNETE@ STATES
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E?ATENT OFFICE

CALIFORNIA A CORPOBATION OF DELAWARE

TILE FABRICATING- MACHINERY

Apphcatxon filed March 16 1931

This invention relates to improvements in
tile fabricating machinery and the method
of producing and dressing building tile..

For further particulars see.my cop(,nd1lng
iiled

Amono the objects of the invention is-to
ploduce a structural tile unit uniform in
three - dimensions. and suitable as an integer

~ in the construction of building walls.

Another object is to reduce the cost of
production by minimizing the loss from
breakage, prior to the more expenslve fiving
operation.

A further object is to. PlOVldL d1essm0
and gaging machinery capable of reducing
unfired tile to a standard of accuracy in

three - dimensions of thickness, height and -
width, with the minimum oi:br ea,kag:,e

Other objects and advantages will appem

" as the descrlptlon progresses.
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The form of tile 1llustmned in Fig. 8, to
which the present disclosure is p‘utlculmly
adapted, combines holiow tile wall construc-

- tion with faience tile finish. It is obvious, .

however, that flat and other forms of tile
may be similarly dressed by changes in the
form of the machine without departmg from
the spirit of this invention. -

Tile fabricated in accordance .w1th this in-
vention is true to size and shape, will lay
perfectly with. one-sixteenth inch joint and
when pointed up, compares favorably with
the finest tile sez,tmo The saving in labor
cost and time is obvious. The cost is far
less than that of erecting a wall or parti-

tion finished with even the cheapest glazed -

wall tile. It is less than that of ﬁmghmo

an exterior wall, lobby or vestibule with ar-

chitectural terra. cotta, enameled or pressed
brick. It is obvious, however, that the suc-
cess of this combmed effect is due to the ac-
curate gaging and squaring of the tile units
tonan' the 1nte0ers of the wall."

The Tile is molded and- wire-cut. in the
usual manner and air dried in ovens. From
the ovens the dried tile is subjected to the
dressing operation .in accordance with this
mventlon, prior to firing the tile.

In this spec1ﬁcat10_nvand the a_ccompany-’

Serial No. 522,955

;ng drawings the invention is disclosed in
its preferred form. But it is to be under-
stood that it is not limited to this form be-

cause it may be embodied in other forms. It

is also to be understood that in and by the

claims following the description it is desired

to cover. the mventlon in whatsoever foun
it may be embodied.

In the six sheets of drawings:

Fig: 1 is a plan view from above of theA
forward pmtwn of a tile dressing machine
constructed in accordance vwith this inven-
tion.

Fig. 2-is a rear elevation of the same.

1‘10‘ 3 is'a plan view of the terminal por-
tion of the nnchme, to be read as a contmua—
tion of Iig.

Figs. 1, 2 3 4 are viewed hom the rear
of the machine facing the operator.

Fig. 4.is a side elevation of the same to

be read asa continuation of Fig. 2. -

Tig. 5 is a side elevation of the turntable
carriage for progressively presentmg the tile
to the successive dressing units.

‘Tig. 6 is an enlarged fragmentary detail
View from above of the upper pivotal clamp
of the carriage.

Tig. Tis a smular view of the lower turn-
table pivot, below the horlzontal sectional
line VII—VII, Fig. 5.

‘Fig.8isa pel spectlve view of one form. of

building tile suitable for fabrication in ac-

cordance with this invention.
Fig. 9 is a fragmentary detail in side ele-
vation of the facmo for the dressmg brushes.
~Fig. 101is a pelspectlve view of the same.
Plo 11 is a side elevation of a modified

. -
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form of carriage suitable for dressing the

sides of the tile in a subsequent operatlon .

Fig. 12 is an end elevation of the same. =

In -detail the ‘construction illustrated in
the: drawings, referring to Figs. 2-4 com-

prises: The main frame consisting of the

side sills 1—1, the pillars 2—2, 3—0, and

90

44, supporumcr the laterally spaced, paral-

lel side rails 5—5. The main frame is pref-
erably composed of structural steel shapes
properly cross braced to form a suppoxtmtr

structure for the operating parts.
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The brackets 6—6 at intervals, are fixed
to the rails 5—5 and support the tracks 7—7
and the guard rails 8—8 above, and the
guide rails 9—9 below, on opposite sides of
the main frame. These latter rails 9—9 are
bent into the semi-circular curves 10—10 and
11—11 at the opposite ends of the machine
with their interspaced dimension main-
tained. ’

The overhead cam rails 12—12’ -are ar-
ranged above and in spaced relation to the
traction - rails 7—7. The opposite ends
18-14 of these cams are curved downwardly
and laterally at 15-16 and are fixed to the
end bolsters 17-18 of the main frame respec-
tively. The inner ends of the cam are fixed
to the supports 3—4.

The sprocket wheels 19, 20 are mounted
upon their respective shafts 21, 22, jour-
naled in suitable bearings fixed to the sup-
ports 2—2 at opposite ends of the main
frame. The endless sprocket chain 23, en-
circles the sprockets 19-20 and travels inter-

~mediate the traction rails 7—7 and tracks
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Referring to Fig. 5, the tile carriage com-
prises a suitable chassis 24 having journals
for the transverse axles 25-26, with the trac-
tion wheels 27—27. These wheels have
grooved treads to fit the beveled tops of the
traction rails 7—7. The wheels 27—27 also
have the extended hubs 28, of reduced di-
ameter to travel freely between the vertical-
ly alined guide rails 9—9, to suspend the
carriage in its return travel and around the
bends 10—10 at opposite ends of the main
frame. These guide rails 9-—9 are offset
laterally to the traction rails 7—7 to clear
the sides of the wheels 27.

The turntable 29, on top of the chassis

24, overhangs the rails 7—7 and 8—8.. This
turntable has the central hub 30 counter-
bored to receive "the annular antifriction
bearing 31.. This bearing: rests within a re-
cess formed in the chassis 24. The turn-
table is held in assembly by the screw 32
threaded into the hub 30, with its head
bearing under the chassis.

The gear 34 is cut in the periphery of the
hub 30. The teeth of the gear extend later-
ally at 34" beyond the edge of the chassis
bed into the path of the rack 36 fixed to the
inner side of the adjacent rail 8. This rack
is properly located and of a length to time
the rotation of the turntable 90° after pass-
ing the first dressing operation, see Fig. 7.

A rack similar to 36 may be provided to
restore the turntable to normal position
after the carriage passes the second dressing
operation.

" The bushing 33 is fixed in the bed of the
chassis and extends into the quadrant slot
33’ and serves as a’stop to limit the rotary
movement of the turntable 29. - The pin
35 passes through the interior of the bush-

1,919,640

ing 83 and is pressed upward by the encir-
cling compression spring 35°. The holes
35”7—385" are drilled at each end of the slot
33’. The end of the pin 35 is adapted to
frictionally engage these holes 35" to pre-
vent rebound of the turntable as the gear 34
disengages from the rack 36.

The carriage is provided with a spring
tile clamp, see Fig. 5. This clamp com-
prises the overhanging arm 40 bolted to the
chassis 24 and overhanging the pivotal
center of the turntable. This arm is re-
cessed to guide the stem 41 and encloses the
spring 42. The swivel head 43 is attached
to the end of the stem by the shouldered
screw' 44. The antifriction bearing 45 is
interposed between the swivel head and the
end of the stem. The spring 42 expands
between the cap 46 of the recess and the
swivel head to force the latter down against
the tile X. The swivel head can be pro-
vided with the rubber facing 47 to prevent
injury to or slipping of the tile X.

The upper end of the stem 41, see Fig. 5,
is provided with the laterally projecting
stud 48, upon which the roller 49 is mounted.
This roller engages the top of the cam rail
12 at the offset 15 and rides up the inclined
cam 50, which lifts the clamp 40 for a period
sufficient to permit the insertion of the title
X upon the turntable 29, before the roller
49 descends from the cam at 51. When the
roller leaves the cam 50, the full expansion
of the spring 42 is exterted against the title
X to hold it in position on the turntable 29.

To aid in centering the title X on the
turntable, the bell crank gage 52 is pivoted
at 53 on the arm 40. The counter weight
54 throws the gauge up into the inoperative
position shown in dotted lines in Fig. 5,
when the gage is released by the operator
placing the tile. It is necessary to remove
the gage beyond the corner of the tile while
the turntable is revolving,

The - carriage is pulled forward by the
drag link 87, see Fig. 5, pivoted at 38 to the
journal bearing 39. The lower end of the
drag link 87 1s properly pivoted to the
sprocket chain 23 of the conveyor.

This sprocket chain is driven by the
sprocket 19 on the shaft 21, see Fig. 8. This
shaft is driven by the train of reduction

“gears and pinions 55, 56, 57, 58, the pulley

60 and the belt 61, from any prime mover,
not shown. -

The tile dressing “brush ” consists of a
surface composed of carding strips, see Figs.
9,10. These strips 62, of heavy fabric, form
a base through which the stiff wire “bristles™
63 protrude. These strips are cut intn
tapered segments and fixed to the face of a
flat disc. The bristles 63 are thus applied
to the tile across the length of the strips,
not lengthwise as in carding cotton. The

effect is to seratch off the excess width of -
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the tile, which is dissipated. in the form of
dust. This scratching operation is not to be

_confused with grinding tile after it is fired.
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The scratching operation can be performed
with little or no breakage, whereas. grinding
is a more costly operation in itself and is
accompanied by a prohibitive degree of
breakage of the more valuable fired tile.

The dressing units consist of the disc 64
fixed upon the end of an adjustable shaft
65, mounted in suitable bearings 66—66.
These bearings are fixed to the base 67 slid-
able in the guide 68, fixed to a braclet on the
support 4, see IFigs, 1-2. - A screw spindle is
swiveled in the guide 68 and threaded
through a lug on the base 67. This spindle
is manually operated by the hand wheel 69
on the spindle to advance or retract the base
67. A similar unit 64¢ is mounted in op-
posed relation on the opposite support 4 so
that the opposed discs 64—64a operate
simultaneously on opposite sides of the tile
X passing therebetween.

The discs 64, 64a, 64D, 64¢ are driven by
the pulleys 72—72 mounted on the shafts
66. The belts 73 encircle the pulleys 72 and
are driven from a suitable prime mover
(not shown.) K

This invention operates substantially as
follows: Referring to Figs. 2, 5, the operator
lifts the weight 54 which swings the center-
ing gage 52 into position. He then places
the tile X upon the turntable 29, beneath

50. The lifting action of this cam 50, lifts
the hubs 28—28 up against the rails 8—8;
opening the clamp. When the roller 49
passes off the end of the cam at 51 the clamp
descends upon the tile Xg, with all the ten-
sion of the spring 42. The tile sccurely
clamped to the carriage is passed between
the scratch brush discs 64—64a, see X0, Fig.

2. This dressing removes the surplus and
reduces the height of the tile, see Fig. 8, to.

the adjusted distance between the discs 64—
64a, see Fig. 1. , , ’

The carriage moves forward until the
gear 35 engages the rack 36 which swings
the turntable 29, ninety degrees, to present
the tile crosswise between the scrateh brush
discs 640; 64c, which remove the surplus
from the ends X'—X’" of the tile.

The continued progress of the carriage,
see I'ig. 3, 4, releases the clamp when the
roller 49 rides up the cam 50e, permitting
the tile to be removed by the operator. The
carriage then déscends between the curves
10—10 to repeat the operation continuously.

The tile thus dressed to two exact dimen-
sions, the height and width are transferred
to a similar machine, except that the turn-
table is not required on the carriage. The
carriage is modified as shown in Fig. 11.
The longitudinal upright plate 70 is fixed
in the center of the table 71. Two tiles Xe,

X/ are placed upright on ‘the table 71 and

‘clamped by the clamp 47z, similar to the:

clamping mechanism described in the pre-
vious carriage. The carriage then passes be-
tween two disc scratch brushes similar to
64—64a which remove the surplus from one
of the sides X3, of each of the tiles Xe, Xf.
After this dressing the clamp is released
by a suitably placed cam like 50. The op-
erator then reverses the tiles Xe, X7, on the
table 71 to present the opposite sides of each
tile. The carriage then passes between an-
other opposed pair of disc scratch brushes
which are set to remove the surplus to re-
duce the pair of tile to the standard thick-
ness. - This completes the operation of dress-
ing the three dimensions of the tile to.a fixed
standard. '

After the dressing of the tile is completed
it may be glazed and otherwise treated and
fired 1n the usual manner. _

Having thus described: this invention
what I claim and desire to secure by Letters
Patent is: : ‘

L. A tile machine including a conveyor; a
tile carrier on said conveyor; and a scratch-

-ing element located laterally to said carrier.

2. A tile machine including a conveyor;

a tile carrier on said conveyor; means for

turning the tile on said carrier; and tile
dressing means arranged in the path of said
tile, : R

3. A tile machine including a conveyor; a
tile carrier on said conveyor; a turntable
and a clamp on said carrier; means for au-
tomatically operating said clamp and turn-
table and dressing means arranged in the
path of said tile. .

4. A tile machine including a conveyor; a
tile carrier on said conveyor; a turntable
and a clamp on said carrier; clamp oper-
ating means in the path of said clamps;
turntable operating means in the path of
said - carrier; and tile dressing means ar-
ranged laterally to said carrier. ‘ '
5. A tile machine including a conveyor; a
tile carrier on said conveyor; a tile clamp
on said carrier; a turntable pivoted on said
carrier ; means for operating said turntable
and said clamp at predetermined points re-
spectively, in-the travel .of said carrier.

6. A tile machine including a conveyor; a
tile carrier on said conveyor; a tile clamp
on said carrier; a gear driven turntable piv-
oted on said carrier; a rack and a cam fixed
in the paths of said gear and clamp re-
spectively; and rotary scratch brushes ar-
ranged in the path of said tile.

7. A tile machine including a continucus

conveyor; upper and lower spaced tracks; a

carrier having wheels operating between
said tracks; a cam above said tracks; a tile
clamp on said carrier cooperating with said
clamp; and scratch brushes arranged in the
path of said tile. T '
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8. A tile machine including a tile carrier
adapted to move in a fixed path; and a
driven scratching element located adjacent
said carrier and comsisting of carding
brushes having relatively short stiff wire
bristles adapted to remove the excess mate-
rial to size said tile. :

9. A tile machine including a tile car-

rier adapted to move in a fixed path, a
driven scratching element lecated in juxta-
position to one of the surfaces of the tile
on said carrier and consisting of conven-
tional carding brushes adapted to reduce the
dimensions of said tile; and means for ac-
tuating said carrier and scratching element.

ALBERT CLAY MYERS.
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