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To (t// it'lloi), it inctly concern: 
Be it known that I, DAVID PETR-PAL 

MEDO, of Hoboken, county of Hudson, and 
State of New Jersey, have invented a new 

5 and useful Improvement in Logotype-Ma 
chines, of whicla the following is a specifica 
tion. - 

\ly invention relates to a mechanism for casting in succession logotypes with integral 
Io spaces of such width that when assembled 

they will form a justified line of predeter mined length. 
In carrying any invention into effect elm 

ploy for casting each line or series of logo 
15 types a composed justified line of matrices. 

This line I advance step, by step past the 
mold in order to present the successive word. 
groups of matrices and intervening spacers 
thereto. The mold is automatically adjust 

2O ed on the presentation of each word group in 
the line to correspond with the length of the 
word plus the justifying-space, the mold be 
ing thereafter supplied with molten metal, 
which solidifies in the form of a logotype hay 

25 ing a justifying - space integral there with. 
This operation is repeated for each word in 
the line, one logotype, however, at either end 
of the line being formed without a space 
thereon. The result of this operation is a se 

3C lies of logotypes which on being assembled 
will form a line of predetermined length. 
The composed line of matrices may have 

the exact length required for the line of logo 
types; but it is preferred to give the iustify 

35 ing-spacers an arbitrary and uniform increase 
in thickness, the added portions to serve as 
'lands' or bearings for the face of the mold 
in order to prevent leakage of the molten 
metal therefrom; but in the casting opera 

46 tion this extra thickness is not taken into 
consideration, and, as before indicated, it may be omitted. 

In the accompanying drawings I have illus 
trated a mechanism adapted to be operated 

45 by hand and containing elements sufficient to 
perform the various operations above indi 
cated. Although the parts shown constitute 
a complete and operative mechanism, I pro 
pose to combine with them for commercial 

So purposes driving mechanism adapted to im 
part automatic and rapid movement to the 
parts shown. This actuating mechanism is, 
however, foreign to the present invention. 

In the drawings, Figure 1 is a front eleva 

the matrix-line, its confining-jaws, and the 

parts in position to permit the advance of the 

tion of my logotype-casting mechanism. Fig. 
2 is a perspective view of a line of justifying 
logotypes the product of my mechanism. 
Fig. 3 is a vertical cross-section on the line 
33 of Fig. 1 with the parts in the castingpo 
sition. Fig. 4 is a similar view with the 

55 

6o 

matrix-line and the delivery of the logotype 
last, produced. Fig. 5 is a vertical section 
through the escapement device controlling 
the setting of the mold according to the 
length of the logotype to be cast on the line 
55, Figs. 16, and 9. Fig. 6 is a horizontal 
section of the line 6 6, Figs. 1, 3, 9, and 10. 
Fig. 6 is a plan view illustrating in outline 

7o devices for controlling its step-by-step ad 
vance, portions being broken away to expose 
internal parts to view. Fig. 7 is a horizontal 
section through the mold, the matrix-line, 
the mouth of the melting-pot, and the adja 75 
cent parts on the line 77, Figs. 1, 3, 9, and 
10. Fig. 8 is a transverse vertical section on 
the line S8, Figs. 1, 6, and 9, showing part of 
the mechanism for adjusting the mold to the 
length of the respective words. Fig. 9 is a 
longitudinal vertical section on the line 99, 
Figs. 3, 6, and 7. Fig. 10 is a similar view 
with the matrices and their supporting-frame 
removed to expose the mold and adjacent. 
parts. Fig. 11 is a perspective view of one of 
the justifying-spacers. Figs. 12 and 12 are 
dummy-pieces used at the ends of the matrix 
line to coöperate with the escapement de 
vices. Fig. 13 is a perspective view of one of . 
the matrices. 9o 

I employ as the basis of my mechanism a 
series of matrices Y, such as shown in Fig." 
13, and expanding spacers oriustifiers Z, 
such as shown in Fig. 11. In the form 
shown the matrices are similar to those used 95 in the ordinary Mergenthaler linotype-ma 
chine, consisting each of a flat plate having 
the matrix proper, y, in one edge and having 
also shoulders on the vertical edges and a 
toothed notch in the upper end to coöperate Ido' 
with the distributing devices, forming no 
part of the present invention. When assem 
bled side by side, they present their charact 
ters in a common horizontal line in order to 
coöperate with the mold and form the type io5 
characters in relief on one edge of the logo 
types cast therein. . . . . . - 

The spacers Z. resemble: those used in the 



2 

Mergenthaler machines, and consist each of 
a long vertically-movable wedge 2, connected 
by a gliding ioint to a shorter and oppositely 
tapered wedge 2", which is to be inserted and 
locked fast in the composed line of matrices. 
The line, which may be composed by hand or 

d 

15 

by mechanism of any suitable character, will 
consist of matrices representing all the chart 
acters which are to appear in one line of 
print, arranged in the proper sequence and 
with the expanding-spacers introduced be 
tween the word groups of matrices, as shown 
in Fig. 9, &c. After the line is composed it 
may be elongated or justified to the prede 
termined length by raising the wedges 2 ver 
tically through the line past the companion 
wedges in a manner well known in the art. 
The spacers may be made of the thickness 

required to justify the line of matrices to a 
length equal to that of the line to be printed; 
but for purposes which will presently ap 
pear I prefer to arbitrarily increase the thick 
ness of the spacers, giving to each of the 

25 

35 

45 

shorter wedges. 2' a definite additional thick 
ness equal, for example, to one em pica. 
For the purpose of casting the series of 

justifying-logotypes from the composed line 
I employ mechanism which will now be de 
scribed. 

In a framework A", connected to the main 
frame Aby a horizontal pivot (t, I mount two 
horizontally-sliding jaws J and j', rigidly 
connected for the purpose of limiting the 
length of the iustified line temporarily con 
fined between then. The aws are urged 
constantly to the left by a weighted cord E 
or equivalent means. The connection inlay 
consist, as in Fig. 7, of a toothed rod i, ex 
tended from one jaw through the other and 
adjustably connected by a toothed pin j', or 
any other suit alle construction Day i.e. en 
ployed. The jaws are first moved to the ex 
treme right in their slot or glide way in the 
main frame and the composed line intro 
duced vertically between them. At the 
same time there is introduced :etween the 
jaws at one end of the line a dimmy plate or 
matrix J, having a projection i*, and there is 

y x 

also introduced at the op) () site end a tiny 
late or matrix J", having a projection i*. 

Those projections are it ein ( to ("()())erate 
with the escalenent devices controlling the 
movement of the line past the in old, as here 
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in after explained. The line is then it stific 
or expanded tightly between the jaws. 
The frame is provided with horizontal 

shoulders or ledges a to sistait the in at rices 
and spacers at the proper level. 
are next moved with the line etween the in 
step by step to the left. ii) order to present 
the sticcessive word gros of it rices to 
the noc!, as creift r ( Xilai (c. 
The stationary in oil, which is varia le in 

length, consists, as shown more particularly 
in Figs. 3, 7, and 1 (), of the fixed lower wall d, 

The jaws 
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formed on, or secured to the main frame, the horizontally-sliding top portion d', having 
; vertical shoulder d8 to form the right end of 
: the mold-slot, and a vertically-movable slide 
' d', mounted in the main frame and forning 
the left end of the slot. When this slide is 
retracted, it permits the horizontal delivery 
of the logotype from the mold. , : The length of the slot depends-apon the 
distance between the shoulder d ind the 
slide d, and it is varied according to the 
length of the words and spaces by moving 
the upper portion d horizontally. The 
mold-slot is normally open at the front and 
is closed temporarily by the presentation of 
the matrices thcreto and is also open at the 
rear in order that it may receive the molten 
metal from the mouth of the melting-pot. 
The advance of the line is effected mechan 

ically and controlled by means of the spacers 
between the words in the manner which will 
now be described. The matrix-confining jaws with the line 
between them standing normally at the ex 
treme right are urged constantly to the left 
and tend to carry the word groups of mat 
rices past the front of the mold. As the line 
is thus advanced it is repeatedly arrested by 
horizontally-moving escapement-pawls f and 
f", engaging first the projection * on the 
dummy plate and thereafter in succession 
the forward ears 2" of the spacers Z, as shown 
in Figs, 3, 4, and 6. When the advance of 
the line to the left begins, the pawlf, engag 
ing the projection j, arrests the line with the 
left-hand latrix in line with the left side of 
the mold, where it remains during the east 
ing of the first word. After this word is cast 
the escapement is disengaged and the line 
advanced until the ear 2 of the first spacer 
engages the pawl, whereby the line is arrest 
et with the first matrix of the second word in 
lie with the left side of the mold, and so on 
repeatedly as the words represented in the 
matrix-line are presenter one after another 
opposite the N.E. and in register there with 
at the left. 
As the advance of the line is controlled by 

the action of the pawls,ff, they are advanced 
and retracted alternately, so that when the 
pawl f is withdrawn to release the line the pawif" is advanced to momentarily engage 
the next spacer, and thus hold the line in 
clock intil the pawlf is in turn advanced to 
let the line move the fractional distance re 
(uired to bring it in proper relation to the 

(lit. Were it, not for the use of the two al 
ternating pawls the line once released would 
shot forward its entire length. The man 
ther in which these pawls are actuate is here 

i later (ostried. 
As the siccessive word groups are present 

i ed to the old, which is normally closed to 
its shortest length, it is necessary that it 
shall be open to a length corresponding to 

o 
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that of the wordplus the adjoining spacers if freed to follow the action of spring h to the there be one. 
following: A constantly-rotating screw M is 
the sliding upper portion of the mold dis 
provided with a horizontally-movable nut N, 
urged constantly forward by an internal 
spring in. This nut is toothed on its rear end, 
so that when forced backward it will engage 
the screw Mi and be carried horizontally to the 
right, thereby moving the mold member d to 
the right from the extreme left-hand position 
in which it stands after the ejection of each logotype. 

15 When the mold is opened to the length re 
E. it is necessary that the nut shall be disengaged from the screw in order to pre 

; vent a further opening action. In order to 
secure this result automatically, I mount in 
the frame A', which is pivoted to swing for 
ward and backward, as before mentioned, a horizontally-sliding plate II, containing a 
slot it to receive a nose or projection v' on 
the front of the nut N. When the frame is 
swung forward to the position shown in Fig. 
4, the plate is carried out of engagement 
with the nut and the nut permitted to move 
to the left, so that the mold may close. 
When the frame is closed backward to the 

position shown in Fig. 3, the face of the plate 
His carried against the face of the nut N, 
driving it backward into engagement with 
the screw. As the nut N is carried to the 
right by the action of the screw in opening 
the mold its nose finally arrives opposite the 
slot in plate H, whereupon the nut is per 
mitted to move forward out of engagement 
with the screw, as shown in Fig. 6, and thus 
the opening action of the mold is arrested. 
The point at which the nut is permitted to disengage must of course depend upon the 

w length of the logotype to be cast, and there 
; fore the plate II E. slot must be set in a 
special position for each word. This adjust 
ment is also effected by the spacers through 
means shown in Figs. 3, 4, 5, and 9. 
The plate II is provided with and adjusted 

O 

be engaged by the rear ears 2 of the succes 
sive spacers Z, as the line is advanced. The 
plate His urged constantly to the right by a 
spring h, Fig.9, of such strength that it can 

i be overcome by the movement of the matrix 
line to the left. As the matrix-line is carried 
to the left the spacer-ears 2", engaging the 
pawl g, as shown in Figs. 6 and 9, move the slide II to the left, thereby locating its slot h" 

2S in proper position to release the nut and ar 
rest the opening movement of the mold when 

6o the latter has acquired a length equal to that 
of the word which is at the moment present 
edithereto. - - 

224. After the casting action and when the hinged frame is again swung forward the 
65 plate His disengaged from the nut, and thus 

3 by a vertically-moving pawl g in position to 

This is effected in the manner right. 
4 - f mounted horizontally in the main frame, and 

As the matrix-line advances it is nec essary that the paw g shall be disengaged 
from the successive spacers, and for this pur 
pose I pivot on the frame an angular dog I in 
such position that when the slide. His moved 
to the left the studg' thereon will encounter 
the upper end of the dog and move it in such 
manner that its lower end will rise beneath a 
shoulder g on the upper end of the pawl q, 
and thus lift the latter out of engagement 
with the spacer, so that the slide II may 
move to the right until the pawl g engages 
the rear ear of the next spacer. 
From the foregoing it will be perceived 

that the front ear of one spacer determines 
the advance of the matrix-line past the mold, 
while the rear ear of the next spacer deter 
mines the point at which the mold-opening 
devices shall cease their action. 
When the last word in the line is to be cast, 

the opening of the mold is controlled by the 
ear or projection on the right-hand dummy 

7 o 

75 

plate. This is necessary because there is no 
spacer at the end of the line. 
While the mold is closed at the front side 

by the word group of matrices presented 
thereto, it is filled from the rear with molten 
metal delivered from the mouth of a melting 
pot P, which may be constructed in the same 
form as in the ordinary linotype-machines, 
with a plunger therein to effect the delivery 
of the metal and with a burner thereunder to 
maintain the metal in a molten condition. 
The swinging frame A', in which the iaws I 

and other leading parts are mounted, may be 
actuated by hand or mechanically. In the 
form shown it is intended for manual opera 
tion and is provided at the top with a lock 
ing-screw O, having a head to engage a 
socket in the main frame A. The forward 
and-backward movement of this frame 

OC 

to5 

that is to say, the movement from the cast 
ing position (shown in Fig. 3) to the position 
shown in Fig. 4-is utilized to actuate the es 
capements and the movable side of the mold 
in the mainer following. 
The two pawls slide on guideways in the 

frame, and the left-hand pawlf is jointed to 
the upper end of a lever f", which is pivoted 
at its lower end to the frame and urged for 
ward at its upper end by a springf', tending 
to advance the pawl into the path of the 
spacer-ears. The second pawl f" is jointed 
to a lever?, centrally pivoted to the frame 
at f", and jointed at its lower end to the lever 
f", before mentioned, these lever connections between the two pawls compelling them to w R move in reverse directions. When the 
frame is swung to the open position, the lever 5 fencounters the upper end of a lever Q, 
which offers sufficient resistance to momen 
E. reverse the position of the levers and pawls. When the frame is swung up to its 

o 

I 15 

1 25 

closed position, the pawls are released and re- 13o 
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So 

55 

(so 

65 

4. 
turned to their original positions by the 
springf'. 
zontal rock-shaft ty' in the main raine and is 
acted upon by a spring (, tending to swing it 
upward. The rock-shaft carries also a sec 
(ond lever or in f', scated in an opening in 
the lower end of the vertical oil-slide d'. 
; : When t c arts are in the casting position, 
the spring maintains tie not-slice it in its 
elevated or close position. When 
frame is swung back, as shown in Fig. 4, 
acts to ceress the lever Q, which it tari le. 
resses tie in old-slide d', the reiy ( ), ening th: 

left side of the mold to permit horizontal ejec 
tion of the contained logotye. This eitie 
tion is effected by moving the upper neither 
el of the molt to the left by hand, a handie (l 
being rovice thereon for the rose. As 
the part (d. is thus moved its shouler clear 
ries the logotype forward away from the 
mold and over the top of the slide d' against 
the prete ling logotypes, which are sured 
in a horizontal surface on the to of the 
frame. This action being refeated as one 
logotye after anotier is tast causes the in () 
be assellic: in lic. \fter ea ( ) i.e I st 
ries is complete it may be removed to a gal 
ley by hand or by any suitable mechanism. 
The operation of the meetianism as a 

whole is as follows: While tie fraine A' 
stands is the losition show in ill Fig. 4, with 
the jaw. . and } at the extreme right, the 
compose line of matrices and spacers, with 
the dummy plates at the ends, is inserted 
vertically between the jaws. 
the in oil is close to is short est length. The 
nut N is out of engagement with the screw, 
and the late it is in its ex: renue right-hand 
position. The line is now perinited to al 
vance to se left, under the action of the 
weighted cor E, and is arrested in its ad 
vance by the pawf, engaging the ear i on 
the left dummy plate. During the first ad 
ance of the line the rear car of the first 
y engages the jawl 1, causing the site 

ii to move along with the line. The franc 
A' is now swung towar; the main frate and 
locked in position. This action presents tie 
first word group of matrices in front of the 
in old, an at the same fine the late , act 
ing against the nose of the nut N. for es the 
latter backward into engagement with the 
screw Mi, whereby the nut is carried to the 
right and the mold steadily opened or eion 
gated until the nose of the nut, tirives sit the 
slot in the plate II, whereupon the nut moves 

with the screw : forward out of engagement 
and the opening action of the mold ceases. 
The point at which this stoppage () curs e 
pends upon the adjustment of the late , 
which is determined by the engagement of 
the rear ear of the spacer with the verical 
pawl g. The length of the worl, (ii., in other 
words, the distance between the succeeding 
spacers, of course determines the distance to 

tie 
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(lently the tinic at which the opening action 
of the mold shall cease. The mold is next 

i fille with molten metal from the pot, pro 
ducing a logotype bearing the characters in 
(i.e. group of matrices and having a space or 
extension ecual to the width of the justifying 
space. In this casting action the extra 
thickness of the spacer member Z is of no 
effect, The thick edge of this member over 

: lays the face of the mold beyond the slot and 
! sinly insures a solid bearing and a tight 

it int, so that the metal may not overflow 
literally upon the matrices of the next group. 
After the logotype has been cast as above the 
fi'alie \ is swung forward to the position 

rices away from the logotype and withdraw 
ing the ent (l" of the mold, leaving the logo 
tyi e free to escale horizontally to the left. 
its delivery is effected by moving the upper 
portion d of the mold manually to the left, 
as before described, the movable member be 
ing left in this position. As the frame- is 
swung forward the escapements f and f' are 
reversect, as before described, and the matrix 
line ("initted to advance until the second 
word group of matrices is presented in po 
sition () close against the mold. The swing 
ing frame is next restored to the position 
shown in Fig. 3, the second word cast, and so 
on, repeatedly. 

it will of course be understood that the 
commercial machine containing my mechan 
ism will also include mechanisms for assem 
bling and for distributing the matrices and 
spacers, which, together with the dummy 
plates, will form permanent members of the 
Inac' line. w 
While i prefer to employ the expanding 

spacers as the most simple means of justify 
ing the line, it will of course be understood 
that fixed spaces of suitable thickness may be 
employed, provided they are formed to en 
gage with the escapement evices, and it is to 
he inderstood that, broadly considered, 
spaces and sacers are equivalents in the pres 
ent mechanism. 1. 
While have described the movement of 

the line past a stationary mold, it will be ob 
vious to the skilled mechanic that the ar 
rangement may be reversed and the mold 
moved step by step past the stationary line 
in order to make the successive cast against 
the different groups of matrices in the line. 

liaving described my invention, what I 
elain, and desire to secure by Letters Patent, 

: S-r 1. In a machine for casting logotypes, a 
mold variable in length, in combination with 
a composed line of matrices and intervening spaces representing a plurality of words, and 
neans for repeatedly joining the mold and 
the undivide line in different relations; whereby logotypes may be cast successively 

- y the which the plate H is advanced, and conse 
The lever Q is nounted on a hori 

shown in Fig. 4, thereby drawing the mat 

95 
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to 
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in the one mold against different portions of vance equal distances to the length of the 
the matrix-line. ', 

2. In a machine for casting logotypes, a 
composed line of matrices representing a 
number of words and intervening spaces, in 
combination with a mold variable in length, 
means for advancing the line step by step 
past the mold, and means for adjusting the 
mold according to the length of each word 
group of matrices presented thereto. 

3. In a mechanism for producing justified 
lines of logotypes, the combination of a com posed line including matrices for a number of words and intervening justifying-spaces, a 
mold variable in length, means for advancing 
the undivided line to present the word groups 
of matrices successively to the mold, and au 
tomatic means for adjusting the mold to cor 

2 o' 

logotypes may be produced with integral 
respond with the length of the word groups 
and the adjacent spaces; whereby a series of 
spaces adapted to give the line composed of 
such logotypes a predetermined length. 

25 
4. In a machine for producing lines of logo 

types, the combination of a nold variable 
in length, a composed line including word 
groups of matrices and intervening spaces, 
means for presenting the line in different re 
lations to the mold, and means controlled by said line for adjusting the mold accurding to 
the length of the words. 

5. In a mechanism for casting lines of logo 
. types, a mold variable in length, a composed 

35, line including matrices for a number of words. and intervening spaces, means for advancing 
"the line past the mold to present the succes 
sive word groups (if matrices thcreto, and 
means controlled by the line for controlling its advance step by step. 

6. In a machine for producing logotypes, 

i 

successive words and spaces. 
9. In a machine for casting logotypes, the 

combination of a mold variable in length, a 
composed line including word groups of mat 
rices and intervening spaces, each having a 
definite thickness in excess of that required 
for justification, means for advancing the 
line to present the successive word groups and 
the justifying portion of the spaces to the 
mold, and means for adjusting the mold to 
correspond therewith; whereby the integral 
line is utilized to produce a series of logo 
types each with a justifying-space thereon, 

i, the excessive space at the same time over 
lapping the face of the mold to prevent the 
leakage of metal. - 

1(). In a logotype-machine, a mold vari 
able in length, a composed line of matrices 
and intervening spaces, means for advancing 
the line endwis past the mold, and escape 
ment devices engaging the spaces to deter 
mine the successive advances of the line. 

11. In a machine for casting logotypes, a 
composed line including word groups of in at 
rices and intervening justifying-spaces, a 
mold variable in length, means for advancing 
the line to present the successive word groups 
to the mold, power-driven devices to adjust 
the length of the mold, and means controlled 

: by the spacers and in turn controlling the ad 

the combination of a mold variable in length, 

45 

So 

a composed line including matrices for a num 
ber of words and intervening iustifying 
spaces, means for advancing the line step by 
step past the mold, means controlled by the 
line for limiting its advance to present the 
successive worls to the mold, and means 
controlled by the line for adjusting the mold 
to correspond with the word and space pre 
sent et thereto. 

7. In a machine for casting logotypes, the 
coni bination of a mold variable in length, a 
composed line including word groups of mat 
rices aid intervening spaces, means for ad 
vancing the line intermittingly past the mold, 
and means controllect by the space's for limit 
ing the advance of the lic. 

S. In a logotype-machine, and in combina 
tion with a composed lie including word 
groups of matrices and intervening spaces, 
mers for advancing the integral lite to lif 
erent casting positions, means coöperating fert ting it ions, calls (()(5pe 
with the spaces in the line to determine its 
advance; whereby the line is caused to ad 

justment of the mold to correspond with the 
length of the respective words plus the width 
of the adjacent justifying-spaces. 

12. The combination of a mold variable in 
length, power-driven devices for adjusting 
the same, a composed line of matrices and 
spacers movable in relation to the mold and 
acting to control said power-driven devices. 

65 
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13. In combination, a slotted mold includ 
ing a movable member for changing its 
length, the continuously-driven screw, and 
intermediate means for connecting the screw 
with and disconnecting it from the mold 
member. w 

14. In combination, the mold variable in 
length, a composed line of matrices and 
spaces, movable jaws confining said line and 
limiting its length, means for advancing the 
jaws and the confined line past the mold, es 
capement devices operating with the line to 
control its advance step by step past the 
old, and means controlled by the line to 

determine the adjustinent of the mold. 
15. In combination, the connected sliding 

jaws, the intern ediate line of matrices and 
spacers, means urging the jaws in one direc 
tion, and escapeinent devices coöperating 
with the spaces to limit the advance of the 
line. 

16. In combination with the traveling 
jaws and the intermediate line of matrices and spacers, alternating escapements f and 
f', substantially as described. 
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17. The combination with the composed 
line of matrices and spacers and means for 
advancing the same endwise, a pawg to en 
gage the successive spaces, a traveling Sup 
port H therefor, a mold variable in length, 
and means controlled by the support H for, 
determining the adjustment of the mold. 

18. In combination with the composed line 
of matrices and spacers and means for ad 
vancing the line endwise, a pawg to engage 
the successive spacers, a movable pawl-Sup 
port H, a mold variable in length, means con 
trolled by the pawl-support to determine the 
length of the mold, and means also operated 
by the pawl Support disengaging the pawl 
from the spacers; whereby the pawl is adapt 
ed to coöperate with the successive spacers 
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in order to cause the adjustment of the mold 
to the length of the successive words. 19. In a logotype-machine, an adjustable 
unold, its supporting-frame, the constantly 
rotated screw and the movable nut for im 
parting motion from the screw to the mold, 
in combination with the movable frame A', 
means mounted therein for advancing the 
composed line of matrices and spacers past 
the mold, means actuated by the line to 
cause the engagement of the nut and deter 
mine its time of disengagement; whereby the 
mold may be set automatically to correspond 
with the length of the successive words pre 
sented. 

20. In a logotype-machine, the combina 
tion with a mold variable in length, the com 
posed line including word groups of niatrices 
and expansible justifying-spacers, each arbi trarily increased in thickness beyond the jus 
tifying requirements, and means for present 
ing the line repeatedly to the mold with the 
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word group of matrices and the justifying 
portion of the space opposite the mold-open 
ing and the excess portion of the space over 
logotypes are. produced with integral spaces 
and the leakage of molten metal prevented 
by the excess portion of the space overlap 
ping the face of the mold. 

be produced in succession from 
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21. In a logotype-machine, amold variable 
in length, a composed line of matrices and 
R longer than the maximum length of 
the mold, means for presenting different por tiqns of the integral line successively to the 
mold, and means for adjusting the mold to correspond with the presented portions; 
whereby logotypes of different length may 

-- the one line 
of matrices. 

22. In a logotype-machine, a mold variable 
in length, and means for supplying the same 
with molten metal, in combination with a 
justified line of matrices and spaces repre 
senting a number of words, means for pre 
senting the word groups of matrices and 
spaces successively to the mold, and means 
controlled by the line to adjust the mold to 
correspond with the respective groups and 
spaces; whereby a line of logotypes of prede 
termined length may be produced. 
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23. A composed line of matrices including 
the characters for several words and inter 
vening spaces, in combination with a mold 
variable in length, means for advancing the 
line to present the word groups of matrices 
successively to the mold, and means con 
trolled by the line to determine the adjust 
ments of the mold for successive words. 

24. in a mechanism for producing justified 
lines of logotypes, a composed line of mat 
rices including word groups of matrices and 
intervening justifying-spaces, in combina 
tion with a mold variable in length, means for presenting the word groups and adjacent 
spaces successively to the mold, and means 
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for filling the mold with molten metal; 
whereby a series of logotypes with justifying 
spaces thereon may be produced. 

In testimony whereof I hereunto set my 
hand, this 10th day of January, 1907, in the 
presence of two attesting witnesses, 

lapping the face of the mold; whereby the DAVID PETRI-PALMEDO. 
Witnesses: 

F. M. EGGLESTON, 
WALTER MOBLARD. ... a 


