
Opening Discussion 
In the past, I’ve briefly written 

about several characteristics observed 
on the ANCHOR (in straight line 
above) MASON’S (arched above) 
PATENT (dot) front embossed pint, 
quart and half gallon size jars.1 Over 
the same period, I’ve expended more 
energy towards documenting what 
glass making companies did and pos-
sibly could have turned out this aston-
ishingly complex series of home can-
ning and commercial packing contain-
ers.2 In this article, I’d like to build 
further upon the former trend and 
make a thorough examination of the 
half gallon models within this group-
ing. 

The ANCHOR MASON’S PAT-
ENT (dot) 64-ounce category to be 
discussed has 
two candi-
dates. These 
are the older 
s t y l e  o r 
shoulder seal 
jars and the 
newer style 
or bead/top 
seal examples 
that have an 
annular bead 
around the 
finish. In the 
first instance, 
no eligible 
specimen has 
been reported.3 For the latter, there are 
only a few samples to compare.4 See 
Figure 1 for a picture of the subject for 
my study. 

As a general rule, the quart capac-
ity container in the bead/top seal 
group is the more prevalent edition 
encountered. Next is the pint version.5 
The far less available model is the half 
gallon size. So for this expose, I will 
be using a representative sampling of 
only five vessels. 

 
Methodology 

In order to complete an in-depth 
look at the largest component of the 

ANCHOR MASON’S PATENT (dot) 
line, a standardized process is needed 
to match one jar against another.6 To 
accomplish this goal, a six step, self-
developed approach is described in the 
following paragraphs. 

Step one will provide a framework 
for determining any differences to the 
front body part (F) of the mold cavity. 
By comparing and contrasting em-
bossing measurements and visual ob-
servations, I will end up with a means 
to differentiate one front body section 
from another. In turn, the end result 
will give me an idea of how many ob-
verse body segments were used to 
manufacture the bead/top seal half 
gallon jars and thus, a way to identify 
new examples. 

Here is how step one will unfold. 
In the word ANCHOR, the following 
salient aspects are to be addressed: 
whether or not the individual letters 
are roped; average height and width of 
the alphabetical characters; placement 
of the raised inscription ANCHOR 
above the bottom parting line; shape 
of the capital C; distances measured at 
predetermined locations between the 
letters NCHOR; whether the large O 
slants and finally, the size and style of 
the letter R. 

For the subsequent raised word 
MASON’S, the average height of the 
capital letters will be calculated. Also, 
the shape of the S between the alpha-
betical characters A and O along with 
the shape of the S at the end will be 
examined for variations. In addition, 
the size and shape of the apostrophe 
will be addressed. 

Turning to the last inscribed word, 
the average height of the letters in 
PATENT will be tabulated as well. In 
addition, the presence or absence of a 
dot after the T will be recorded along 
with its diameter. 

The follow-on or second step of 
my methodology will inspect the re-
verse body half of the mold cavity (R). 
The main objective, matching that 
stated in step one, will be the pursued 
end for this section of the process as 

well. 
During this segment, several sub-

steps will be completed. In the first 
one, the presence of embossing, ghost-
ing or the absence of either trait will 
be the main aspect to be documented. 
For two, the inscribed or erased sym-
bol or wording will be identified, if 
present. If either is visible, a detailed 
description to include measurements 
can be expected to be recorded. 

The tertiary piece will look for 
patches to the mold cavity or glass 
seepage patterns (P) along the lower 
side seams and bottom parting line 
intersections. When present, a descrip-
tion to include measurements will be 
undertaken.  This step should provide 
complementing confirmation to the 
final results achieved in steps one and 
two. 

An examination of the base (B) is 
the fourth element of my self-
developed methodology. The data 
about its height, underneath design, 
valve mark outer diameter and any 
numbering/lettering embossed thereon 
will be recorded. The end result of this 
section of the process garners a way to 
differentiate and identify different 
base mold sections. 

The penultimate stage focuses on 
the finish (FN). Here, its overall 
length; threaded area height; thread 
width and bead length, width and 
shape will be documented. The vari-
ances noted between finish types com-
prise the elements needed to identify 
the components of a standard or quasi-
bead (mini) finish7 for subsequent dis-
cussion. 

The last or analysis step has two 
parts to it. In the first, the accumulated 
data from the five previous parts will 
be initially compiled into a spread 
sheet format. Within it, each set of 
characteristics per step will be assem-
bled into a group for separate designa-
tion. For example, the first grouping 
for sub-steps one through three in step 
one will be assigned the identifier – 
HGBSF1. This acronym breaks down 
to half gallon (HG), bead seal (BS) 
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and front mold cavity first example 
(F1). The next step one variation 
would be designated HGBSF2 and so 
forth in a one up F progression. For 
methodology steps two through five, 
the same initial grouping of data 
would be reflected as HGBSR1, 
HGBSP1, HGBSB1 and HGBSFN1. 
A different grouping identified in any 
of these steps in other models would 
carry a similar one up R, P, B or FN 
number progression. 

For part two of step six, the final 
sets of statistical information gleaned 
from the initial part of this step will be 
next reviewed to form opinions about 
the bead/top seal half gallon segment 
of the embossed ANCHOR MA-
SON’S PATENT (dot) series of jars. 

There is an added benefit after the 
second portion of step six is com-
pleted. A means to succinctly refer-
ence the many traits found on other 64
-ounce capacity containers within this 
line has been laid out. Hereafter, these 
can be used in discussions concerning 
these intriguing jars. 

 
Jar One 

Two examples (numbers 38 and 
39) were considered for the first AN-
CHOR MASON’S PATENT (dot) 
embossed, bead seal half gallon jar to 
describe and label in this study. Each 
is clear in color, 9 7/16 inches tall 
(without the screw cap), has a 2 5/8 
inches wide mouth with a smooth lip 
and weighs 27 ½ and 25 ¼-ounces 
(empty), respectively. A representative 
sample of the front embossing is 
shown in Figure 2. 

Turnng to the word ANCHOR, all 
of the letters are unroped. Each Eng-
lish alphabet component is 11/16 inch 
in height except the character A which 
is ¾ inch tall. Thus, the average height 
for the capital letters making up AN-
CHOR on this initial front mold cavity 
is 11/16 inch. The width or thickness 
of the lines composing each written 
language symbol is 1/8 inch. In calcu-
lating the distance between the lower 
edge of any letter to the bottom part-
ing line, I found a consistent measure-
ment of 4 ¼ inches for both Jar One 
examples. 

 Figures 3 to 5 show the salient 
attributes on the front embossing 
which distinguish it from other types 
to follow. At least for the half gallon 
group, I’ve found that the C, O and R 
in ANCHOR; both Ss in MASON’S; 
shape and size of the apostrophe be-
tween the N and final S in MASON’S 
and the dot following the T in PAT-
ENT represent the best means to dis-
tinguish one front mold cavity from 
another. 

 
 

On the far left side in Figure 3, the 
shape of the C in ANCHOR is signifi-
cant. Its topmost component is nearly 
flat while the lower counterpart is 
curved. The differentiating aspect is 
the lower tail extends beyond the 
bounds of its upper mate. Jars 38 and 
39 both show a similarly molded C. 

Beside the C is the alphabetical 
character O. There is nothing unto-
ward about the shape of this letter 
other than it slants slightly to the left. 
Figure 2 shows this orientation nicely, 
especially when the vertical H and R 
are added to make the visual compari-
son. 

Next to the O in Figure 3 is the 
last letter to examine in the word AN-
CHOR. The outer right-hand upper 
component of the R isn’t curved as 
would normally be expected. Rather, 
it is constructed with two straight lines 

instead of a single arched component. 
The top line is longer and angles out-
ward while the other is shorter and is 
directed inward towards the top of the 
right leg.  This unusual construction 
gives the top part of the R a five sided 
appearance vice being three straight 
lines accompanied by a curved seg-
ment. If you draw an imaginary hori-
zontal line from the outer left side ver-
tical line of the R across the top of the 
central bar to the outer limit of the two 
line intersection on the upper right, 
you find out that the width of this sec-
tion of the R is 7/16 inch on both 
models.  Next, the right leg of 
the R is inspected. On this model in 
Figure 3, it is positioned downward in 
a slight curve but doesn’t extend be-
yond the outer limit of the unusual 
two lined right-hand outer upper seg-
ment above it. Between the bottom 
part of the R’s inner vertical left leg 
and the interior spot of the right leg 
directly opposite it is a distance of 
5/16 inch on both jar specimens 
within this group. 

Looking at the middle section of 
the front embossing shown in Figure 
2, the two Ss in the arched word MA-
SON’S and the apostrophe between 
the N and S will be my focus. Before 
moving to the Ss, the height of each 
letter in MASON’S is 11/16 inch ex-
cept for the A and last S which are ¾ 
inch tall. 

One would normally expect both 
Ss to be similarly constructed with a 
curved top and bottom section at-
tached together by a curved or slant-
ing interior connector line. In the case 

of the first 
S on the left 
in Figure 4, 
the bottom 
part and the 
connecting 
line meets 
these usual 

criteria. However, the top segment 
deviates from this presumption. The 
anticipated curved upper area is miss-
ing. In its place is a line that slants 
downward to the left. This construc-
tion gives the uppermost region on the 
first S a distorted appearance as seen 
in the picture. If the S is viewed as an 
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S hook, the top section looks like it 
was pulled open by too much weight 
being placed on the opposite end. 
Also, this character slants slightly to 
the left on both jar numbers 38 and 
39. 

The second S in Figure 4 has a 
more normal appearance with a 
rounded top and a somewhat flat bot-
tom. Its slant to the right fits in with 
the arched orientation of the word 
MASON’S and is considered to be 
normal. 

Looking at the apostrophe, it is 
3/16 inch in length and has a semicir-
cular front section followed by a tail 
that curves down and to the right. 

Figure 5 shows the T and dot duo 
that comes at the end of PATENT on 

jars 38 and 39. 
Regardless of the 
specimen being 
referenced, each 
of the alphabetical 
characters in this 
word is 11/16 tall 
except the A 
which is ¾ inch 

high. On these examples, the outer 
diameter of the dot is 1/8 inch. 

 The in-depth examination of 
the front embossing in Figure 2 per-
mits both Jar One examples to be 
placed in the first group of front mold 
cavities as HGBSF1. The items used 
to create this positioning were: 1) the 
distinctive shape of the C; 2) the slant-
ing O; 3) the shape and width of the 
top section of the R along with re-
stricted extension of its right lower 
leg; 4) the shape of the first S and its 
orientation; 5) the shape and size of 
apostrophe; 6) the shape of the second 
S; 7) the presence of a dot after the 
letter T; and finally, 8) the outer di-
ameter of the dot. For each of the fol-
low-on models, the same plus other 
criteria will be used to distinguish the 
first front mold cavity section model 
from another. 

The reverse mold for Jar One has 
no embossing on it; however, it isn’t 
blank either. Both examples have 
ghosted letters that are approximately 
13/16 inch in height. These spell out 
the former embossed phrase MASON 
PATENT which has been removed 

and displaced by a series of overlap-
ping 3/16 inch in diameter circles. 
This mold shop process was known as 
“peening.”8  As you can see in Figure 
6, the MASON is arched above PAT-

ENT.9 The uniqueness of the backside 
on jars 38 and 39 give them a reverse 
designation of HGBSR1. NOTE: I 
compared the circle positioning on 
both ghosting editions and found they 
were exactly the same. Thus, both jars 
were formed with the same reverse 
section. 

The coming together of the front 
and reverse halves of the mold cavity 
and the base plate permit another 
means to set apart the HGBSF1 and/or 
HGBSR1 versions from subsequent 

counterparts. The back-to-back ninety 
degree intersections of the vertical 
side seam with the horizontal bottom 
parting line on opposite sides of Jar 
One models is a area that shows 
patches and seepage from non-tight 
joints.10 With the front embossing fac-
ing you, Figure 7 depicts the mold 
seam junctures on the left and right 
sections of jars 38 and 39. 

 
PUT FIGURE SEVEN HERE 
 
On the left-hand diagram, there is 

gob of glass seepage in the relative 
shape shown. It is about 1/16 of an 
inch in elevation above the outer front 

surface on both jars within this group. 
Jar 39 doesn’t have any trace of leak-
age on reverse in the same drawing; 
however, jar 38 does show some 
along the bottom parting line. It is 
interesting to note that on the latter 
specimen, the top of the front left side 
gob is more angular than the one 
drawn on the left in Figure 7. This 
observation coupled with the slight 
seepage of glass might indicate both 
sections of jar 38 were in use long 
after their mate was blown. 

The right-hand depiction in Figure 
7 reveals what seems to be a small 
tent shaped patch on both the front 
and reverse halves of the mold cavity. 
The lighter lines profile this feature. 
Between this trait, there is glass seep-
age along the vertical side seam that 
goes up about 5/8 inch from the bot-
tom parting line. Strangely, the leaked 
glass symbol is more apparent to the 
touch on jar 39 vice 38 which goes 
against my earlier thought that these 
mold sections were more worn on jar 
38. 

The patterns outlined above and 
illustrated in Figure 7 drawings will 
be singularly grouped together as 
HGBSP1. 

Next, the base on Jar One mem-
bers will be examined. Each container 
has a cup bottom mold style which is 
½ inch in length. Figure 8 has a draw-
ing of this version. 

On jars 38 and 39, the base has an 
initial 3/8 inch curved segment which 
begins at the bottom parting line and 
ends inward at the flat surface upon 
which either vessel rests. This flat sur-
face is 9/16 inch wide. At its inner-
most point, a 5/16 inch segment starts 

a curved up and inward progression to 
a 2 5/16 inches circular and flat de-
pression. In its center, there is a 7/8 
inch in diameter valve mark. This ex-
ample of an underneath section is 
identified as HGBSB1. 

The last part to inspect is the Jar 
One finish. From the tip of its smooth 
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lip to the underside of the annular 
bead, the length on both examples is 
7/8 inch. There are no side mold 

seams within the 9/16 inch long 
threaded region. On this part of the 
finish, there is a 1/8 inch wide, raised 
semicircular shaped screw thread. It 
starts just under the lip and winds its 
way around until merging into the top 
of the annular bead. I refer to this as-
pect as a continuous merging thread or 
CT-M. The bead on jars 38 and 39 is a 
standard one. In other words, it has a 
slightly slanted top that connects to a 
curved outer part which is joined with 
a slightly slanting inward bottom sec-
tion. See Figure 9. 

The annular bead is ¼ inch in top 
to bottom length and 3/16 inch wide 
from the outer threaded region’s verti-
cal side wall to its exterior tip. This 
style of finish carries the title of 
HGBSFN1. 

 In recapping Jar One, it has a 
front mold cavity (HGBSF1), a re-
verse mold section (HGBSR1), a 
patch or  seepage d is t inct ion 
(HGBSP1), a base designation 
(HGBSB1) and a finish style 
(HGBSFN1). As I unveil other AN-
CHOR MASON’S PATENT (dot) 
half gallon jars, each will be compared 
against this baseline. 

 
Jar Two 

Jar number 40 is the second sixty-
four ounce example to review. This 
machine made container has a light 
sun-colored amethyst tinge. It is 9 
7/16 inches tall (without the screw 
cap), has a 2 5/8 inches wide mouth 
with a smooth lip and weighs 25 ¾-
ounces empty. Figure 10 shows its 
front embossing. 

All of the unroped letters in the 
top word ANCHOR are 11/16 inch in 
height. Instead of being 1/8 inch thick 
as observed on HGBSF1, these alpha-
betical characters are narrower in 

width at 1/16 inch. The lower end of 
any letter is positioned 4 ¼ inches 
above the bottom parting line. 

Looking a Figure 10, the first 
variance from Jar One is the distance 
between the C and H in ANCHOR. 
On the initial two specimens, this 
measurement was ¼ (top) and 3/16 
(bottom) inch at the respective posi-
tions noted. For jar number 40, it is a 
consistent 5/16 inch. If you look be-
tween Figures 2 and 10, the difference 
in letter spacing is readily apparent. 

Figure 11 shows the C and R in 
the word ANCHOR. The left-hand 
character is formed differently than 
its mate in HGBSF1. The top seg-

m e n t  i s 
s l i g h t l y 
slanted up-
ward vice 
being flat as 
on Jar One. 
Its left side is 
s t r a i g h t 

while the bottom part is curved. An-
other differentiating factor is the 
alignment of the top and bottom tails. 
Each is positioned one above the 
other as opposed to the bottom one 
extending beyond the limit of the top 
one in the F1 style. 

The O is molded with straight 
sides and curved top and bottom 
parts. Its orientation is vertical in-
stead of slanting to the left as seen on 
jars 38 and 39. Figure 10 clearly 
shows this aspect, especially when 
the H and R are compared with it. 

Before moving on to the R, I 
need to point out another difference 

between the front mold cavities on 
Jar One and Two. It is the distance 
between the outer right top and bot-
tom tail on the C and the outer verti-
cal left line of the H. On the former 
models, this measurement was ¼ 
(top) and 3/16 (bottom) inch.11 For 
Jar Two, this calculation is 5/16 inch 
for each part. 

On the right in Figure 11, the R 
in ANCHOR represents still another 
variation in style from F1. Its top-
most segment has the traditional 
shape of three lines for the left, top 
and bottom piece with a curved 
fourth connector. 

The lower right leg of this R var-
ies as well. It curves down and out-
ward with a toe at the end. In addi-
tion, the leg extends slightly beyond 
the outer limit of the curved topmost 
right section. Between the inside of 
the lower left line and curved interior 
right leg is a distance of ¼ inch. This 
makes this version a bit narrower at 
this point than the HGBSF1 version. 

For the subsequent word MA-
SON’S, each of the capital letters is 
11/16 inch in height except for the A 
and both Ss which are ¾ inch tall. 
Thus, the average character elevation 
is somewhere between 11/16 and 3/4 
of an inch. 

Figure 12 shows the two Ss in 
MASON’S. The first one carries a 

rather sym-
m e t r i c a l 
shape. In a 
comparison 
with the 
same feature 
on the left in 
Figure 4, 

this edition is more erect with much 
less of a slant to the left and is wider 
across the middle (7/16 vice 3/8 
inch). 

The second S has a comparable 
bottom and connector line segment to 
its first companion above with a 
slightly different profiled top region. 
In my opinion, it approximates the 
initial S for Jar Two in both size and 
shape. 

Another point of difference is the 
length and design of the apostrophe. 
On jar 40, it is 1/8 inch long and has 
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an ice cream cone motif. The top is 
curved while the bottom part is coni-
cal. 

For the PATENT embossing, the 
alphabetical characters are the same 
size as those seen in HGBSF1. There 
is a dot after the T; however, it is 
only 1/16 inch in diameter, making it 
smaller than the F1 sample. 

In my estimation, the front mold 
cavity for Jar Two is somewhat dif-
ferent from the initial model or F1. 
The variances I’ve noted are: 1) 
smaller width to the letters in AN-
CHOR; 2) increased distance be-
tween the C and H;  3) alternate 
shape of the C; 4) non-slant to the 
letter O; 5) shape of the top part of 
the R, toe on the bottom of its right 
extension and the leg’s boundary be-
yond the limit of the top curved seg-
ment; 6) noticeable increase to letter 
sizes in MASON’S {three are 11/16 
and three are ¾ inch}; 7) new shape 
to the first S, making it uniform, 
wider and straighter in orientation; 8) 
new apostrophe length and shape; 
and finally 9), a second diameter for 
the dot after the T in PATENT.  To 
highlight these contrasting attributes, 
the obverse rendition for jar 40 will 
carry the designator HGBSF2. 

As was the case with jars 38 and 
39, the reverse mold section for Jar 
Two doesn’t have any embossing on 
it. What is visible thereon is the 
ghosting illustrated in Figure 13. 

The approximate ¾ inch tall let-
ters spell out the arched word MA-
SON (without any apostrophe or 
trailing S). As you can see, the same 
overlapping circle technique, wit-
nessed in Jar One, was used to oblit-
erate the former MASON embossing 
on jar 40. However in this instance, a 
repetition of 1/8 inch in diameter vice 
3/16 inch circles was used. Because 
the erased word is different from 
those observed in R1 and the circles 
used to remove it are smaller, this 

backside has been given the appella-
tion - HGBSR212 

A check of the side seam and 
bottom parting line intersections re-
veals a minute trace of leakage on the 
left side of Jar Two while the right 
has a bit more oozing of glass (7/16 
inch) along the vertical portion. See 
Figure 14. 

These patterns are quite different 
from those observed in P1. As a re-
sult, I’ve assigned both the second 
one up number or HGBSP2. 

Jar 40’s base is ½ inch long and 
of the cup bottom mold variety. Its 
measurements parallel those for Jar 
One. For the penultimate discussion 
area on Jar Two, the identifier for it’s 
underneath section is HGBSB1. 

Not surprising, the finish con-
struction on this example is the same 
as the initial model and is identified 
as HGBSFN1. 

In reviewing Jar Two, it has an-
other front mold cavity variety 
(HGBSF2), a second reverse mold 
section (HGBSR2), a new patch or 
seepage pattern (HGBSP2) but pos-
sesses an already cataloged base 
(HGBSB1)  and  f in ish  s ty le 
(HGBSFN1). 

 
Jar Three 

Number 37 is attached to Jar 
Three. This half gallon member of 
the ANCHOR MASON’S PATENT 
(dot) family is light sun-colored ame-
thyst in tone. Its height is 9 7/16 
inches again without the screw cap 
on it. The outer diameter of the 
smooth lipped mouth region is 2 9/16 
inches. When weighed empty, it has 
a twenty-five and one-fourth ounce 
mass. Figure 15 has a picture of its 
front embossing. 

The unroped letters in the word 
ANCHOR average 11/16 inch in 
height. Two of these alphabetical 

characters exceed this elevation limit. 
They are the A and C which are each 
¾ inch tall. The width of the line on 
every written symbol matches that of 
Jar One at 1/8 inch. Another similar-
ity (4 ¼ inches) is the distance from 
the nadir of any letter (except the 
right side of the N) to the bottom 
parting line. 

The first embossing deviation to 
point out is the letter N. Notice the 
intersection of the middle slanted 
downward and right-hand vertical 
lines goes down below an imaginary 
line drawn to connect the bottom 
edges of the letters in ANCHOR. 
Figure 15 shows this anomaly which 
wasn’t present on the previous three 
jars. 

It is interesting also to address 
the width of this character as well. 
On jar 37, it is 9/16 inch across the 
center. The Jar One and Jar Two 
widths were 5/8 and ½ inch, respec-
tively. 

Figure 16 contains a picture of 
the C and R. When I closely in-
spected the C, I formed the opinions 
that this C has a different shape, is 
more uni-
form in 
s t r u c t u r e 
a n d  i s 
slightly nar-
rower than 
the same 
c h a r a c t e r 
depicted in either F1 or F2. Measur-
ing the inner distances between the 
inside of the left vertical line and the 
interior of the top and bottom ends of 
the segmented right side lines along 
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with the vertical separation limit be-
tween the ends of the C confirmed 
my visual observations. 

A quick look at the O in AN-
CHOR reveals nothing unusual about 
it. A comparison of its orientation vis
-à-vis the adjacent H and R indicates 
no slant at all, just like Jar Two. 

 The R has a similar top shape 
as witnessed in F1 (two lines vice a 
curved right-hand part); however, it 
is narrower at the outer (3/8 inch) and 
inner (1/4 inch) top limit measure-
ments. Its counterpart had 7/16 and 
5/16 inch tabulations, respectively 
across the same spot. A slimmer up-
per construction gives the internal 
pattern to the top segment a more 
squared vice pentagon appearance. 
Regardless of the letter style, the 
right leg on jar 37 is formed and po-
sitioned like its stouter F1 cousin. 

The arched word MASON’S also 
has an average letter height between 
11/16 and ¾ inch. The M, O and N 
have the former elevation while the 
A and both Ss come in under the lat-
ter. These figures correspond with 
the same measurements on Jar Two. 

Figure 17 has a close-up picture 
of both Ss. 
The initial 
one has a 
curved top 
and bottom 
s e g m e n t 
which, in 
my estima-

tion, gives in a somewhat uniform 
shape throughout its length. Besides 
this factor, there is a small straight 
line segment where the connector 
joins the top of the bottom piece 
which sets this character apart from 
either mate in HGBSF1 or HGBSF2. 

I don’t believe there is anything 
particularly distinctive to bring up 
about the second S on the right in 
Figure 17. 

Likewise, the 3/16 inch in length 
apostrophe carries the same shape as 
those seen on F1 jars. 

An inspection of capital letters in 
PATENT points out no size differ-
ences between them and their associ-
ate characters on Jar One. There is a 
dot after the T. It is 1/8 inch in di-

ameter which lines up nicely with the 
same trait on jars 38 and 39. 

Even though there aren’t huge 
dissimilarities to accentuate on this 
section of Jar Three, there are enough 
subtle differences to make it the third 
front or HGBSF3 in our discussion. 

I used the subsequent characteris-
tics to differentiate it from the ob-
verse regions outlined for F1 and F2. 
The extension of the right-side bot-
tom of the N stood out from earlier 
Ns. Also, the horizontal distance 
across the center was between the 
two other measurements for the same 
letters on Jar One and Jar Two. Fi-
nally, the thinner top section of the R 
completes the criteria listing. 

For the reverse of Jar Three, an-
other style or HGBSR3 is docu-
mented. On this surface, there are no 
embossed or ghosted words. It is 
completely blank. 

When inspecting the side seams 
and bottom parting line intersections, 
I found no trace of any glass leaking 
out of the mold joints. As a result, the 
identifier of HGBSP3 is given to this 
model. 

Figure 18 is a drawing of the 
base on Jar Three. Right off, you can 
see that in differs somewhat from the 
one diagrammed in Figure 8. The B1 
version of this drawing was molded 
onto both Jars One and Two. This 
edition or B2 is a cup bottom mold 
type of base which is ½ inch in 
length. There is curved down and 
inward initial section but the 9/16 
inch long flat surface that it joins on 
the first edition is missing. In its 
place is an approximate 1/8 of an 
inch wide flat surface. The substitu-
tion in this spot gives the initial cir-
cular region (measured from the 
outer limit of 1/8 inch wide surface) a 
3 ¾ inches external diameter as op-
posed to the 2 13/16 inches on jars 
38, 39 and 40. Likewise, the inner 
circular level at the bottom of the 
curved up and inward segment car-
ries a 2 ½ inches interior diameter 

vice the 2 5/16 inches measurement 
observed on B1 and B2. Even though 
the valve mark has the same diameter 
(7/8 inches) as seen on the other AN-
CHOR MASON’S PATENT (dot) 
half gallon jars, the area on which it 
is embossed is concave vice being 
flat. Due to these formation differ-
ences, the base on Jar Three will 
carry the HGBSB2 identifier. 

Except for the finish length (9/16 
as opposed to 7/8 inch), this region 
on jar 37 has the same measurements 
as seen on Jar One and Jar Two. 
Therefore, the HGBSFN1 designator 
applies. 

For Jar Three, a third front mold 
cavity has been documented 
(HGBSF3), a third reverse section 
was recorded (HGBSR3), a third 
patch/leakage pattern was brought to 
the surface (HGBSP3) and a new 
base design (HGBSB2) comple-
mented a standard style of finish or 
HGBSFN1. 

 
Jar Four 

The last jar in my half gallon 
study is number 55. It is clear and 9 
7/16 inches in height. Across the 
outer top of its smooth lip is a dis-
tance of 2 9/16 inches. When devoid 
of any contents, it weighs 25-ounces. 
Figure 19 shows the embossing on 
the front of it. 

All of the unroped letters in AN-
CHOR are 5/8 inch tall except the A 
which has an 11/16 inch height. This 
fact makes the average height of the 
alphabetical characters in this word 
5/8 inch which is 1/16 to 1/8 inch less 
than its compatriots discussed in pre-
vious sections. In addition, the width 
of the lines composing any letter in 
ANCHOR is 1/16 inch. A second dis-
similarity is the distance from the bot-
tom of any character in the initial em-
bossed word and the bottom parting 
line. On the other four ANCHOR 
MASON’S PATENT (dot) embossed 
64-ounce jars I’ve examine, this meas-
urement was 4 ¼ inches. On number 
55, it is 4 5/16 inches. 

Turning first to the N, it is 9/16 
inch in width which is the same meas-
urement seen on Jar Three. However, 
the middle slanting and right vertical 

Figure 17 

Figure 18 
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line intersection doesn’t extend below 
an imaginary horizontal line drawn 
beneath each letter in ANCHOR. 

Figure 20 has both a zoomed-in 
picture of the C in ANCHOR on the 
left and one of the CH on the right. In 
my opinion, the C has a uniform shape 
with a curved top, straight left side, a 
somewhat flat bottom and aligned 
ends. It seems to me to parallel the 
one depicted in Figure 16 on the left-
hand side. 

On the right in Figure 20, one 
more difference in the front mold cav-
ity is present. The horizontal spacing 
between either of the outer right side 
tails of the C and the left-hand vertical 
line of the H beside it was 3/8 inch. 
For Jar One, this measurement came 
to ¼ and 3/16 inch, respectively. On 
Jar Two, it was 5/16 inch. The third 
jar (number 37) had a ¼ inch distance. 

The O in ANCHOR has a vertical 
positioning when compared to the H 
and R on either side. Nevertheless, 
there is a differentiating feature about 
it which further separates the obverse 
of Jar Four from its prior mates. The 
external and internal width of it is 
unlike the other examples. Here is 
what I mean. The calculated distances 
across the central section of the O on 
Jar One were ½ inch (outer) and 5/16 

inch (inner).  On Jar Two, the corre-
sponding numbers were 7/16 and 5/16 
inch. Likewise, the figures for Jar 
Three were 7/16 and ¼ inch, respec-
tively. On this model, the O had an 
outer distance of 3/8 inch with an in-
ternal one of ¼ inch. 

The R can be 
seen in Figure 21. It 
has a curved upper 
right side section as 
seen in HGBSF2. Its 
right leg extends fur-
ther beyond the limit 
witnessed on the 
same F2 front mold 
cavity. Also, there is no toe on the 
bottom. As I view it, its shape repre-
sents a fourth R style for the AN-
CHOR MASON’S PATENT (dot) 
half gallon series of jars. 

The average elevation of the let-
ters in MASON’S is 11/16 inch. Only 
the A deviates with a ¾ inch height. 
The apostrophe between the N and S 
has the same length (1/8 inch) and 
shape (single scoop ice cream cone) as 
witnessed in its HGBSF2 cousin. 

Figure 22 contains both Ss in 
MASON’S. The shape of the first one 
on the left 
resembles 
the one 
seen on the 
F1 mold 
cavity. In 
this case, it 
d o e s n ’ t 
slant as much. I find nothing which 
differentiates the second S from others 
before it. 

As I look at the word PATENT, I 
find an average letter height of 11/16 
inch. Likewise with 
the same alphabeti-
cal characters in F1
-F3, only the A was 
different. It is ¾ 
inch tall. Figure 23 
is a picture of the T 
in PATENT. Note 
there is no dot after it. 

Based on the above observations, 
I believe several traits on the front 
mold cavity of Jar Four dictate that it 
be given a separate designation or 
HGBSF4. These standout attributes 

are: different height of most of the 
letters in the word ANCHOR; longer 
distance from the ends of the letters to 
the bottom parting line; new distance 
between the C and H; another external 
and internal width for the O; fourth 
style of R and no dot after the T. 

The reverse on jar number 55 is 
blank, matching its R3 compatriot. 
Similarly, no patches or seepage of 
glass were detected along the intersec-
tions of the side seams with the bot-
tom parting line. As a result, a P3 
identifier pertains. Its base (B1) 
matches that of Jars One and Two. 

For the finish on Jar Four, it is 7/8 
inch in length. The seamless threaded 
region comes to 5/8 inch. Around it 
winds a 1/8 inch CT-M. However, the 
bead is significantly different than 
counterparts on the other half gallon 
jars. Figure 24 shows it. 

In my opinion, it resembles what 
Dick Roller would term a quasi or 
mini bead.13 It is semicircular in shape 
with a width of 1/8 inch and a length 
of 3/16. A seal with a rubber jar ring 
couldn’t be achieved on this decora-
tive vice practical appendage. Due to 
the size and shape of this feature, a 
second or FN2 finish listing is estab-
lished. 

Looking closely at this last jar, it 
has a fourth observe (HGBSF4), an 
already seen R3 reverse, no patch/
seepage pattern (P3), a previously 
identified B1 style of base and new 
finish (HGBSFN2). 

 
Summary 

My self-developed methodology 
for the study and categorization of the 
bead seal half gallon ANCHOR MA-
SON’S PATENT (dot/non-dotted) jars 
has yielded the following basic infor-
mation. At least four (4) front and 
three (3) back mold cavities have been 
identified. Aiding in this determina-
tion was the three (3) patch and/or 
glass seepage patterns noted. Finally, 

Figure 19 

Figure 20 

 

Figure 21 

Figure 22 

 

Figure 23 

 

Figure 24 
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two (2) cup bottom mold base con-
figurations and two (2) finish styles 
were recorded. 

 
Further Observations and Comments 

The sun-colored amethyst tone 
seen on Jars Two and Three could be 
an indicator of when these particular 
half gallon jars were produced. Here is 
what Dick Roller had to add to my 
supposition. 

“Generally, only those jars that 
were made prior to the first World 
War will turn to an amethyst color. 
Prior to that time, glassmakers added 
a decolorizing agent, manganese diox-
ide, to their batch materials in order to 
produce clear (or flint) glass rather 
than the common aqua (green) bottle 
glass. Due to the German blockade of 
the Atlantic, the supply of manganese 
dioxide (which came from Russia) 
dried up. Glassmakers turned to a new 
decolorizer – selenium. Selenium jars 
will not turn amethyst color. After the 
war, very few (if any) glassmakers 
went back to using manganese diox-
ide.”14 

Thus, between the introduction of 
the bead seal around 1910 and the en-
try of the United States into World 
War I in 1917 or earlier, these two jars 
were probably manufactured. 

 The relatively similar weight 
for jars 39, 40, 37 and 55 suggest a 
flow and feed device (gob feeder) may 
have been attached to the machine 
which blew these jars. In his book, 
Chapters on Machinery and Labor, 
George E. Barnett stated the follow-
ing. 

“…As early as 1903, (Homer) 
Brooke devised a machine descrip-
tively known as the ‘flowing device.’ 
There were technical difficulties to be 
overcome, however, and only a small 
part of the total production of bottles 
was made by flow and feed devices 
until about 1917. By that time, a num-
ber of different types of these devices 
were being marketed…”15 

If a gob feeder was used to make 
these four jars, the hypothetical pro-
duction timeframe corresponds to the 
general 1912-1917 era. 

The side mold seams begin di-
rectly after the bead indicating a one-

piece neck ring was used to make this 
finish. Apparently, there was a need to 
have a seamless threaded area for this 
jar, indicating a potential use other 
than or beyond home canning. Proba-
bly, these half gallons were packer 
jars by design. The CT-M on each 
adds more credence to my opinion. 

For many years, I’ve thought 
about and experimented with several 
means to definitively analyze the vari-
ous jar parts for members of the AN-
CHOR MASON’S PATENT (dot) 
series of jars. The methodology that I 
finally settled on and used in this arti-
cle is admittedly complex and quite 
possibly, cumbersome to some who 
don’t like to delve into the minutiae. 
Regrettably, I haven’t been able to 
come up with simpler way to achieve 
the same results. If you have any sug-
gestions to simplify or rearrange this 
study, please don’t hesitate to contact 
me to discuss it. For sans a new path, 
I’ll be applying the same process to 
pint and quart, shoulder and bead/top/
side seal models in later articles. BLB 
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tors of semi-automatic machines.” 
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HELP/ASSISTANCE NEEDED!! 
 

History of Antique Bottle Collecting in the United States 
State-by-state survey by Bill Baab, Southern Region editor 
Federation of Historical Bottle Collectors. 
2352 Devere Street 
Augusta, GA 30904-5202 
(706) 736-8097 
riverswamper@comcast.net 

  
Dear Fellow Collector(s): 

I have embarked on an ambitious project: Compiling a 
state-by-state history of bottle collecting in the U.S. I need 
your assistance. I feel it needs to be put into print before 
names, events and dates slowly slip into time, to be forgot-
ten. Below is a list of things to be addressed. Don’t hesitate 
to add anything else on your own. Don’t worry about 
length. Once the survey has been completed, each state’s 
story will be told in Bottles & Extras, one state at a time. 

The following needs to be written in story form, start-
ing with the earliest happening and winding up with the 
latest. If you feel uncomfortable about writing, just include 
as many facts, places, people and dates as possible. I am a 
retired journalist and can put it into story form. Be sure to 
sign your name and include mailing and e-mailing ad-
dresses and telephone numbers. If I have any questions, I’ll 
contact you. Once I get through editing your report, I’ll e-
mail it to you to be checked for errors or omissions before 
publishing it in Bottles and Extras. Accuracy in everything 
is a must. 

1. During what year did bottle collecting start in your 
state? In what areas, cities or towns did it first start? Who 
was (were) credited with getting the hobby started? Did 
any one thing or event or find lure them into the hobby 
before it became statewide? You may include yourself if 
you were one of the key people in the early days of collect-
ing. 

2. Are there any photographs of digs or individuals and 
collections available from the early days? If so, please 
have as many identified as to who’s in them, where photo 
was taken and when. 

3. These state-by-state stories will be published under 
the byline(s) of those compiling the data. I also am inter-
ested in hearing how the compiler(s) got started in the 
hobby. 

4. During the early digs, what were some of the prized 
bottles being found? Anything unusual dug? (One of my 
club members dug a Prince Albert tobacco tin with a $5 
gold piece inside!) Finds also can include pottery, since 
many of us branched out into antique and contemporary 
ceramics after having started in bottles. 

5. This is not the history of the Federation, but an indi-
vidual’s or a club’s affiliation can be included. 

6. Anyone have wild adventures during their pursuit of 
bottles? If so, please describe to the fullest just what hap-
pened, to whom, when (dates) and where. Dar Furda 
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