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%o all whom it may concern : SR
- Be 1t known that I, WEBSTER H. PEASE, of

Dayton, in the county of Montgomery and |
State of Ohio, have invented & new and use- |

fal Improvement in Molding Tea-Kettles; and
I do hereby declare that the following isa full,
clear, and exact description of thesame, ref-
~erence being had to the annexed drawings,

Figure 1 is a perspective view of the pattern

. for molding the tea-keftle; Fig. 2, a central

vertical section of the same; Fig. 3, a sectional
view of the lower and upper parts of the pat-
- tern for the body, the lid removed and parts
separated; Ifig. 4, a section of the core-box
- for the spout, the parts separated.

In constructing my pattern for molding the.
body of the tea-kettle, I divide it horizontally

1n the usual manner—viz., at the swell or up-
~ per portion ot the body, placing the spout at
- theswell, instead of inserting it near the bot-
tom. By this form I am the better prepared
to Introduce my mode of forming the molding-
pattern. I

The nature of my invention and improve-
ment consists 1in providing the upper part of
the pattern of the body of the kettle with two
projections, one placed on the under side of

the spout portion of said pattern, to prevent |

~sand entering the spout when forming the
green core of the body, and the other projec-
tion on the upper side of the spout, for form-
ing a print in the sand to receive a projection
of a dry-sand core, (formed in a core-box,) by
the use of which in connection the said dry-
- sand spout-core can Dbe inserted in the drag
portion of the mold after the removal of the
~upper part of the pattern, but before the re-
moval of the lower part of the pattern, and be
held firmly in its required position, by which
means the lower pattern is made to adjust the
spout-core, and greater truth secured in set-
ting the spout-core, and fewer defective casts
result; also, 1n the facility of molding the ket-
tle and dispensing with an anchor -or sprig
required 1n other modes to keep the spout-
core 1n 1its place, as the print in the mold
formed by H. on the upper side of the spout
of the pattern forms areceptacle or indent for
the square projecting portion [ of the dry-sand
spout-core. | |
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K 1s the lid; I L, the-ears for the handle; A,
the fower portion of the pattern of the body,

with a rim, I, in the usual mavner for mak-
ing a joint. To this the under side, C, ofthe

spout 18 attached. B, the upper portion of the
body,havingtheremaining side D ofthespout,

~whichis provided onits under side with a solid
projection, G, fitting the hollow of the spout,
1 and preventing the sand used in forming the
green core for the bodyof the kettle entering, -~ =~
thus preserving the hollow in themold forthe
after insertion of the spout-core, the upper

part, or H of G--that above the dotted line—

~forming a projection and print for the recep-
tion of the projection I on the dry-sand core

formed in the spout-core box, Fig. 4, of which
z ¢ 18 the lower, and « b the upper partof the

core-box.  (1is the hollow for the reception
of the sand mtroduced through I, the project-

ing portion of the spout- core entering the H-

print, also forming the opening of the spout.

The molding 1s as follows: Place A (the
lower part of the pattern) in a reversed posi-

tion (viz., with the feet of the kettle up) ona .-

suitably-formed follow or molding board, sur- .
round it with the cope, & part of the flask,

~and fill the space with sand between the out-

slde of A and the sides of the cope. Then re-
verse the cope and pattern still remaining and
make a parting at Ii, the upper edge of A, in
the usual manner. Now replace B (the upper
part of the pattern) on A, surround it with
the drag or other portion of the flask, and fill
the 1mside of A and B with sand, make a part-

Ang across the inside of B at I, the top of the

pattern thus forming the green core for the
body of the kettle, but divested of the spout,
1ll up outside of B and above If level with
the top of the flask, the space between the pat-
tern and the sides of the flask, the parting at
If preventing the green core of the body join-
1ng the drag portion of the mold outside or
above B, and the projection H on the outside
of the spout, attached to B, forming a print
or indentation in the sand for the reception
of the projection I of the dry-sand core made
in the core-box " I. T.ift the drag from the
cope, turn it up, and remove B of the pattern,
insert the dry-sand spout-core. G’ I, placing I
in the print made in the sand of the drag by
H, return the cope containing A to its first

The followingisa description of the pattern: | position, placing it on the drag carefully, by
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which the core for the spout will Le adjusted.
Now L'ft off the cope, bub leaving the pattern
A on the drag, which is afterward removed,
make the proper gate in the cope, replace it
on the drag, and it is ready for casting.

Having thus described my method of mold-
1ng tea- Lettles I do not claim any peculiarity
eitherin dividin ¢ the patternorusing agreen-
sand core; but

W hat I doclaim as my invention, and desire
to secure by Letters Patent, 1s—

Providing the pattern B with two project-
- 1ng or solid pieces, one, (G, on the under side
of the spout portion D, to prevent sand enter- |
Ing the spout when forming the green core of
the body, and the other, H, on the upperside
of the spout D, for forming a print in the
sand to receive the projection I of a dry-sand |
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core, G’ I, by the use of which in connection
the said dly sand spout-core G’ I can be in-
serted 1n the drag portion of the mold after
the removal of B, but before the removal of A,
and be held ﬁrmly 0 1ts required position, by
which means the pattern A is made to adjust
the spout-core, and greater truth secured in
setting the spout-core, and fewer defective
casts result, in the manner set forth substan-
tially in ﬂu& speecification and ¢ accompanying
drawings.

intestimony whereof L have hereunto signed
my name before two subscribing witnesses.

W. H. PEASE.

Yitnesses:
JonN F. CLARK,
A. I&. H. JoOANSON.
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