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7o all whom, it may concern.: ,

Be it known that I, -Jamms B. Davis, a
citizen of the United States, residing at
Wilmington, in the county of New Hanover
and State of North Carolina, have invented
certain new and useful Improvements in

Molds for Concrete Structures; and I do

hereby declare the following to be a full,
clear, and exact description of the invention,
such as will enable others gkilled in the art
to which it appertains to make and use the
same.

This invention relates to certain new and

useful improvements in molds, and more
especially contemplates an improved device
for the production of a septic tank for use
in connection with sanitary sewerage sys-
tems. .
The production of a septic tank of the
form shown herein is at the present time
largely a matter of detailed form work
wherein portions of the mold are set up and
taken out successively. This method is both
tedious and unsatisfactory, in that the pro-
duction is slow and the lack of uniformity in
the tanks commercially undesirable.

This invention has been designed to over-
come these structural difficuities, and to that
end comprises a mold having inner and
outer sections consisting of a plurality of
collapsible members, which, when set up,
form a unitary structure into which cement
or similar material can be poured for the
production of the complete tank.

An object of this invention is to produce
a mold, the outer section of which mecludes
complementary side and end members, and
the inner section or core of which com-
prises spaced sections, each of which is com-
posed of semi-cylindrical complementary
side and end members respectively.

Another object of this invention is the
production of a mold designed to form a
substantially cylindrical partitioned tank
having a supporting base and a flanged up-
per portion longitudinally arranged with
openings therein,

A further object of this invention is to
produce a mold the outer section of which
can be readily removed from the cast prod-
uct, and the inner or multi-section core col-

lapsed and removed through the openings
provided in the upper flanged portion of the
cast tank.

_ With these and other objects in view the
invention further consists in the combina-
tion and arrangement of the several sections,
spacing blocks, and wedges hereinafter de-
scribed and set forth in the appended
claims. '

In the accompanying drawings which
show by way of illustration my improved
mold, and product produced thereby,

Figure 1 is a perspective view of the im-
proved mold, set up for the pouring opera-
tion.

Fig. 2 is a longitudinal vertical section
through the mold.

Fig. 3 is a vertical transverse sectional
view on the line 3—38 of Fig. 2.

Fig. 4 is a vertical transverse sectional
view through the mold, the product having
been cast therein and the mold inverted for
the removal of the core sections, by first re-
moving the center strip of the ends of the
core, as shown in said figure.

Fig. 5 is a similar view illustrating the

‘manner in which the semi-cylindrical com-

plementary members of the inner or core sec-
tions are removed through the longitudinal
openings formed in the product or tank,

Fig. 6 is a bottom plan view of the mold,
a portion thereof being shown in sections.

Fig. 7 is a transverse sectional view
through the molded tank, showing the inner
or core sections removed therefrom, and the
outer complementary sections detached from
the product.

TFig. 8 is a detailed perspective view of
one of the semi-cylindrical complementary
members of the inner or core section.

Fig. 9 is a similar view of one of the side
complementary members of the outer sec-
tion. o

Fig. 10 is a detailed perspective view of
one of the multi-part ends of the inner or
core section, and

Fig. 11 is a longitudinal sectional view
through the partitioned cylindrical septic
tank or product produced by my improved
mold. -

Referring to the drawings, in which simi-
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lar reference characters designate corre-
sponding parts, the mold comprises an outer
section 1, formed of complementary side
members 2 and 3, and inner or ¢ore sections
4 and 5 respectively, consisting of semi-
cylindrical complementary members 6 and
7 of the same general contour as the comple-
mentary members 2 and 3. The core section
4, which as shown herein is designed to
produce the larger compartment of the sep-
tic tank, is formed of longitudinal co-
operating lengths or sections 8:and 9, see
Tig. 2. The core section 5 comprises a sin-
gle length section, and-is designed to ‘pro-
duce the smaller compartment of the septic
tank. These respective inner or core sec-
tions 4 and -5 are spaced by suitable blocks
and wedges to be heréinafter described, for
producing the partition or dividing wall

between the larger and smaller compart--

ments of the septic tank. -These core sec-
tions 4 and 5 are also similarly spaced from
the complemernitary erids 10-and 11 of the
outer section 1 for producing the end walls
of the septic tank. o

The-complementary ends 10 and 11 of the
outer section 1 are preferably- positioned
against the inner edges of beads or flanges
12 carried by the complementary side mem-
bers 2 and 8 of the outer séction 1, see
Fig. 6. L

Suitable turn buckles 18 -are interposed
between threaded rods 14 carried by the
complementary side members 2 and 3 of
the outer section. The purposé of these
turn buckles 13 is to firmly clamp in place
the outer section about the complementary
ends 10 and 11 when the mold is set up; as
shown for example in Fig: 1.

The outer section 1, and more particularly
the complementary sides 2 and 3 thereof are
formed of oppositely arranged curved thin
plates 15, suitably secured to and reinforced
by circumferential - and longitudinally
spaced ribs 16. Longitudinally arranged
spaced ribs 16 are carried by the respective
complementary side members 2 and 3 at the
top of the mold. At the bottom of the mold
similarly arranged, but wider ‘spaced longi-
tudinal ribs 17 are secured to the respective

“complementary side members 2 and 3 of the

outer section 1. Between the longitudinal
ribs 16 the plastic material flows to form the
base or supporting bottom of the septic
tank as shown in Figs. 4 and 5. Between
the longitudinal ribs 17 and similarly ar-

" ranged ribs to be présently- described as car-

60.

65

ried by the core sections, the plastic mate-
rial is permitted to flow, théréby forming
the upper flanges of the septic tank, and the
longitudinal openings therebetween.

The -semi-cylindrical complementary
members 6 and 7 of the inner core sections
are formed of c¢urved thin plates 18 secured
to and reinforced by circumferential and

tion 1.

longitudinally disposed bars or ribs 19.
The thin plates 18 are designed to overlap

as shown at 20 in Figs. 3 and 4, the comple- -
mentary members 6 and 7 being hinged to
each other at the top thereof by means of 70
hooks 21, or any other suitable form of at-
taching means. Securéd at the bottom' of
the complementary members 6 and 7 are
longitudinally extending ribs 22, between
which and the hereinbefore mentioned lon- 75

‘gitudinal ribs 17 carried by  the. comple-

mentary side members 2 and 3 of the outer
section, the plastic material is permitted to
flow to form the flanged upper end of the
septic tank and the longitudinal openings 80
therein. The thin plates 18 of the respec-
tive complementary members 6 and 7 ex-

tend downwardly and are secured to the

longitudinally extending ribs 22 as shown
in Fig. 3 of the drawing. The extension of 85
these plates 18 periits the plastic material
to form a smooth uninterrupted surface
upon the interior of the tank. :

The ends 23 of the ‘inner or core sections
4 and 5 comprise a series of multiparc mein- 90
bers 24, 25 and 26; joined together by
nieans of a ¢onnecting cross bar 27 secured
as at. 28 to the respective members 24, 25
and 26. These respective- members which

-comprise the end 23 of the core sections are 95

angularly abutted as at 29, see Figs. 6 and
10.. The center strip or member 25 of the
end 23 is provided with an extension 30
adapted to extend downwardly between the
longitudinal ribs 17 carried by the com-
plemntary sides 2 and 3 of the outer sec-
The purpose of these extensions 30
provided upon the ends 23 is to permit of
the plastic material forming the end walls
and. partition to the top of the tank. The 105
width of the center strip or member 25 of
the ends 28 is of a size to permit its with-
drawal threugh the longitudinal openings
formed in the tank or .product, as will be
promptly described:

Ag shown in Figs. 2 and 6 of the draw-
ings the ends 23 of the respective core sec-
tions 4 and 5 which cobperate with the com-
plementary ends 10 and 11 of the outer sec-
tion 1-to form the end walls of the tank are 115
adapted to receive the flanged extensions 81

100

110

-of the thin plates 18. The intermediate end

members 23 which cooperate to form the
partition of the tank are designed to abut
against the ends of their respective core sec- 120
tions with the thin plate portions 18 of the
complementary members 6 and 7 terminat-

ing short of the edges of the said ends 23.

By this construction it will be seen that the
end members 23 can be initially removed 125
from the cores for collapsing the same after

“the product has been molded.

‘As shown in the drawings, two lengths 8

~and 9 of a core section are used to form the

larger compartment of the fank, and a 130

4
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flanged end 32 is provided for overlapping
the ad]ommg core as shown in Fig. 2 of
the drawings.

In setting up the mold a plumhty of
strips and wedges are interposed at various
points between the hereinbefore described
molding sections. Interposed between the
longitudinal ribs 17 of the complementary
side members 2 and 3, and the ribs 22 of the
complementary members 6 and 7 of the core,
are longitudinally arranged strips 33.
These strips’ 33 are longitudinally inter-
posed between the respective ends 23 of the
mner or core sections 4 and 5, as shown in
dotted lines in TFig. 2 of the drawing.
Transversely arranged strips or blocks 84
are interposed between the intermediately
arranged ends 23 of the core section, and
the ends 28 designed to codperate with the
respective complementary ends 10 and 11 of
the outer section. These transversely ar-
ranged blocks or strips 84, together with the
lon01tud11m11y 1nterposed strlps or blocks
33, serve to form the molding surface of the
upper edge or flange of the septlc tank., In-
termediate strips or blocks 35 may be in-
terposed between the ribs 22 carried by the
complementary members 6 and 7 of the core
sections for spreading and holding the said
core sections in place

When the mold is set up for the pouring
operation as shown in Figs. 1, 2 and 3, suit-
able redge blocks 86 are driven between the
intermediate ends 23, between which latter
the partition of the tank is formed; and the
ends 238 cobperating with the respective com-
plementary ends 10 and 11 with the outer
section of the mold. As the cement or other
plastic material is poured and the mold is
gradually filled, these wedges 36 may be re-
moved.

The invention has been primarily de-
signed for molding a substantially cylindri-
cal septic tank T having a supporting base
B and a flanged upper portion provided
with longitudinally extending openings O.
The tank ig divided by an integrally cast
partition P arranged to divide the tank into
two compartments one of which is larger
than the other. The general contour of this
tank is disclosed in some of the figures of
the drawings, and a longitudinal sectional
view therethrough is shown in Fig. 11.

In operation the mold is set up by first
assembling the inner or core sections, and
stibsequently positioning the outer section
m\‘ea“ouc with the. spacing blocks and
wedges in place. The core sections are as-
sombled by hooking the complementary
members 6 and 7 together as shown in Fig.
3 of the drawings, the ribs 22 thereof rest-
ing upon any suitable smooth foundation
and spaced by the transversely arranged
blocks or strips 35. The end members 23
of the core sections are then arranged in

a

position as shown in Fig. 2. The respective
core sections 4 and 5 are longitudinally
alined when being set up and are spaced by
means of the intermediate block or strip 34
and wedge 36. The longitudinal strips or
blocks 33 are then laid along the outer faces
of the ribs 22. 'T'he width of these blocks 33
as also-the width of the blocks 34, determine
the relative thickness of the walls of the
septic tank. These blocks may vary in size
according to the thickness desired.

The outer section 1 is now assembled about
the inner or core members 4 and 5 by bring-
ing the complementary sides 2 and 3 against
the longitudinal and transversely arranged
bars 33 and 384 respectively. The comple-
mentary ends 10 and 11 of the outer section
1 are also positioned behind the flanges 12
of the complementary side members 2 and 3.
These end members 10 and 11 of the outer
section 1 serve in addition to the blocks-33
and 34 to space the outer section from the
inner cores 4 and 5. The complementary
sides 2 and 3 of the outer section are drawn
together by means of the turn buckles 13
threaded upon the rods 14, and the mold is
ready for pouring. The wedges 86 between
the complementary ends 10 and 11 and the
ends 23 may be withdrawn after the pre-
liminary pouring of the plastic material.

Cement or other suitable plastic material
is poured from the top of the mold, thereby
forming the septic tank set forth in the
drawings.

To remove the mold from the product or
tank, the mold 1s inverted into the position
shown in Figs. 4 and 5 of the drawings.
The outer section 1 may be readily removed
by unfastening the turn buckles 13, separat-
ing the complementary sides 2 and 3, and 103
removing the ends 10 and 11. The inner or
core members 4 and 5 are removed as fol-
lows. Reaching through the longitudinal
openings provided in the tank, the cross bars
27 of the intermediate ends 23 are removed 110
by unfastening the screws at 28 in each of
the respec‘me members 24 and 25 and 26,
whereupon the intermediate or center mem.
ber 25 can be readily withdrawn in a verti-
cal direction as shown in IFFig. 4 of the draw- 115
ing. The withdrawing of this center mem-
ber permits of the ready removal of the as-
sociated members 24 and 26 respectively.

The hook 21 which connects the complemen-
tary members 6 and 7 of the core sections to- 120
gether during the molding operation, is now
released, thereby permitting of each of the
said complementary members 6 and 7 being
successively removed through the longitudi-
nal openings formed in the product, as illus- 125
trated in ¥ig. 5 of the drawing. In remov-
ing the two part section 8 and 9 of the core
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the section 9 are first removed. The com-
plementary members of the section 8 of the 130
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core 4 are subsequently taken out in the man-
The outer ends
the respective core sections 4 and 5
may then be removed.

From the foregoing it will be obvious that
an easily assembled and readily collapsible
mold has been produced in which a highly
successful type of septic tank can be rapidly
produced at a low cost.

I claim:

1. In a mold of the class described, the
combination with an outer section composed
of separable complementary members, of a
plurality of collapsible core sections, each
of which comprises detachably joined and
semicircularly shaped complementary mem-
bers, and means for relatively spacing the

said cove. sections from the outer section

- and from each other.

2. In a mold of the class described, the

‘eombination with an outer section composed

of separable arcuately shaped complemen-
tary side members and end members abutted
thereagainst, of a plurality of core sections
comprising complementary side members of
arcuate formation and end members abutted

-against said side members, and means for

relatively spacing the side and end mem-
‘bers of the core sections from the side and
end members -of the outer section; and from
each other.

8. A mold of :the class described, com-
‘prising an outer section, and an inner core,
gaid core comprising a series of relatively
spaced and complete core sections, each of

which latter being formed of arcuately -

- shaped complementary side members and
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abutted end members.

4. A-mold of the class described com-
prising an-outer section, and an inner core,
said - core comprising sep%mte, relatively
spaced and ccompletely formed core sections
of varying sizes each.of which latter being
formed of: arcuately shaped complementary
side ‘members .and. abutted end members.

5. A mold of the class described, compris-
ing an outer section, and an inner core,
said core being formed of .complementary
end and side members, the latter having
outwardly extending ribs terminating in
the circimferential plane of ‘the outer
section.

6. A mold of the class described, com-
prising an outer section formed of com-

‘plementary end and side members, the latter

having oppositely arranged longitudinally

»extenchng tibs, and an inner core compris-
ing complementwry end and side members
the latter having outwardly extending ribs
longitudinally alined and-spaced drom one
of the series of the longitudinally arranged

- ribs formed on the outer: section.

7. A “mold of the :class deseribed, com-

1,262,652

prising an outer section, and an inner core,
said core comprising a plurality of rela-
tively spaced sections each section being
formed of complementary side members
having outwardly extending ribs, and sep-
arable end members, the central portion of
each separable end member extending out-

wardly in a plane with the aforesaid ribs
to the outside of the said outer section.

8. A mold of the class described com-
prising an outer section composed of com-
plementary sides having oppositely posi-
tioned longitudinally extending ribs, and
members arranged ~between said comple-

mentary 51des, an inner core consisting of

complementary side members ]omed to-
gether upon one side thereof and having
outwardly extending longitudinal ribs, and
spacing blocks arranged between the said
series of ribs formed upon the comple-
mentary sides of the said outer section and
inner core. _

9. A mold of the class described compris-
ing an outer section composed of comple-
mentary sides having oppositely positioned
longitudinally e‘itendmg ribs, end members
arranged.- between said complementary sides,
an inner core consisting of complementary
side members joined together upon one side
thereof and having outwardly extending
longitudinal ribs, spacing blocks arranged
between the said series of ribs formed upon
the complementary sides of the said outer
section and inner core, and a .plurality of
wedges interposed between the ends of the
outer section and inner core.

10. A mold of the class described compris-
ing an-outer section, and an inner core con-
SlStan’ of a plurality of complementary side

and end members, the side members being

joined together and having outwardly ex-
tending spaced ribs, and the said end mem-

‘bers being formed of a series of detachable
members, the center one of which extends
- outwardly between the spaced ribs formed

on the complementary sides of the core.
11. A mold of the class described com-
prising an outer section composed of com-

-plementary side members having flanges

thereon, end members positioned between
said side members and abutted against the
aforesaid flanges, a plurality of core sec-
tions each of which comprises complemen-
tary side and end members, and means for
spacing the said core sectlons from the com-
plemenmry members of the outer section
and from each other.

In testimony whereof I affix my signature,
in presence of two subscribing Witnesses.

JAMES B. DAVIS.
Witnesses : :

W. S. Brabrey,
C. L. GurLick.

© Goples -of ‘this patent moy be obtalmed for five ceats each, by addressing the “Commissioner of Patenis,

Washington, D, G
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