10

15

28

30

1]

40

83

60

65

70

(]

2,927,461

eylinders 18, i8a, a constant supply or replenish-
ment: of the supply is maintained through the
feed slides 14, I4a as is taught in the companion
applications above referred to... The relative ar-
rangement of the pistons and apertures in the
slide are such as to prevent an excessive charge
of the cylinder.

The dies 31, 3la are cooled by the circulation

of water or another cooling agent through pas-

sages 54, 5da, arranged adjacent the impression

or mold cavity 30 and having discharge tubes 55,
§8a as illustrated in Fig. 3. of the drawings. :

‘While it has been “stated through-the specifi-
cation that two - differently  colored thermo-

plastics may be used in forming. the successive. -

serles of die castings, it is within the scope of
this invention to cast two different types of ma-

terials suitable for die casting operations which ..

would vary not only as to color but as to struc-
ture. For example, it is possible to make a com-
bined plastic and metallic casting, it belng un-
derstood that separate heating units will be pro-
vided for the separate materials in order to con-
trol the melting point or to bring the different
materials to the desired temperature suitable
for - performing the ecasting operation. This
combination would find its usefulness in making,
for example, & pull chain on which would be
arranged a combination of plastic and methllic
beads or other members in spaced relation thére-'
on, the spacing being controlled by the means
provided for moving the respective casting cyl-
inders into registering position with the impres-
slon of the die. By cooling the inner ends 'of
the cylinders 8, 18a, the pistons operating there-
in will be kept cool, thus preventing clogging or
congestion of the ecylinders.

Instead of utilizing uniform colors in each of
the hoppers as at 11, {14, each hopper may con-
tain materials of variegated colors and a greater
emount of one color to provide a base or ground

color for the resulting castings to be formed. .

For example, if a white base color is desired, blue
and red particles may also be included to pro-
duce on the resulting casting a white base or
ground color with red and blue blotches appear-
ing thereon, whereas the black base may in-
clude white, yellow, red or any other contrast-
ing color. In using the multiple colors, it would
alzo be desirable in some instances to use rela-
tively large particles of the subplemental or
motiling colors and finer particles of the ground
color to produce a more definite contrast in the
resulting casting. However, in some cases, there
will be some blending of the colors in the result-
ing casting. One set of castings arranged on a
single mounting member may be of solid unitary
color and the other set of varlegated colors.

Having fully described our invention, what we
cla%;inri: as new and desire to secure by Letters Pat-
ent, is: ‘

1. The herein described method of casting suc-
cessive serles of different colored thermoplastic
members which consists in previding relatively
movable die parts with a mold chamber between
adjacent surfaces thereof, feeding one colored
thermoplastic material into one cylinder and
feeding another colored thermoplastic material
into an Independent cylinder, heating the mate-
rials af the discharge ends of the cylinders to
plastic form, intermittently moving the respec-
tive cylinders separately into registering saline-
ment with the mold chamber of the dies, pres-
sure discharging the heated material from the

the die parts, and controlling the movement of
the ecylinders into registering or casting position
with respect to the die parts to govern the num-
ber of successive castings produced by the mate-
rial in one cylinder with respect to the castings
produced by the material of the other cylinder.

2. The herein described method of formirg in-
dependent thermoplastic die castings, which con-

sists in providing relatively movable die -parts’
. with an impression formed between adjacent sur-

faces thereof with an admission passage opening
into the impression on the parting line of the die
parts, feeding thermoplastic material into inde-
pendent cylinders arranged in jixtaposition to
each other, heating the material in sald cylinders
at the discharge ends thereof, intermittently mov-
ing the respective cylinders into registering posi-
tion -‘with the admission passage to sald impres-

. slon, and selectively discharging the material
from said cylinders when the respective cylin-

ders are in registering position with sald admis-
sion passage to produce die castings intermit-
tently formed from the materials.in the respec-
tive cylinders. ) ’ EE

3. The herein described method of forming in-
dependent thermoplastic die castings along a
mounting member, which consists in providing
relatively movable die parts with an impression
formed between adjacent surfaces thereof with
an admisslon passage opening into the impres-
sion on the parting line of the die parts, feeding
thermoplastic material into independent cylin-
ders arranged In juxtaposition to each other,

. heating the material in said cylinders at the dis-

charge ends thereof, intermittently moving the
respective cylinders into registering position with
the admission passage to said impression, selcc-
tively discharging the material from said cylin-
ders when the respective cylinders are in regis-
tering position with sald admission passage to
produce die castings intermittently formed from
the materials in the respective cylinders, and con-
trolling the movement of the respective cylinders
into registering position with said admission pas-
sage to produce & predetermined series of succes-
sive castings from the respective materials em-
ployed.

< 4, The method of forming thermoplastic cast-
ings on a mounting member, which consists in
intermittently moving relatively movable dies to-

-ward and from spaced sections or areas of the

mounting member to register with the mold cav-
ity of the dies, and intermittently pressure in-
Jecting different colored thermoplastic materials
from independent sources of supply into the mold
cavity of the dies when intermitiently engaging
spaced sections of the mounting member to form
differently colored castings on said spaced sections
of a short length of said mounting member.

5. The method of forming thermoplastic cast-
ings on a mounting member, which consists in
intermittently moving relatively movable dies to-
ward and from spaced sectlons or areas of the
mounting member to register with the mold cav-
ity of the dies, intermittently pressure injecting
different colored thermoplastic materials from
independent sources of supply into the mold cav-
ity of the dles when Iintermittently engaging
spaced sections of the mounting member to form
differently colored castings on sald spaced sec-
tions of a short length of said mounting member,
and selectively controlling the injection of the
different colored materlals into the mold cavity
to regulate the grouping and arrangement of
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