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UNITED STATES

.:SAB:’_[UEL_' FULTON ;

PATENT OFFICE.

[CURTTE S TTTTErer )

OF CONSHOHOCKEN, PENNSYLVANTA.

~ IMPROVEMENT IN CASTING PIPE.

Specification forming part of Letters Patent No. 32,239, dated May 21, 1361,

o

To all whom it mu J CONCErTy : -

Be it known that I, SAMUEL I‘ULTON of
Conshohocken, in the county of ] \Iontﬂ*ommy
and State of Pen1153 lvania, have invented a
‘new and wuseful Implovement in Forming

Molds for Casting Small. Pipes; and I do here-

by declare that the following is a full, clear,

and exact description of the same, 1ef61 ence'
being had to the annexed drawings, making

a pfut of this specification, in w thhm—-

one part of my invention; Fig. 3, a Veltlcal
section of a portion of the ﬂ'lSk SllOWll:lﬂ the
manner in which beads may be cast on the
pipes; Fig. 4, a detacbed view of the pattern
by which the mold is formed with the recess
to admit of the bead being cas!. |

Similar letters of reference 111{:110%6 coue.
sponding parts in the several fignres.

The object of this invention is to avoid the
manipulation and ceﬂsequent time and labor
hitherto required in forming molds for cast-

ing small metal pipes.. To thls end I employ
a ﬂaslz; and a pattern, the former having.
Internal diameter greater than the external
(iameter of the pipes to be cast, and the lat-
ter corresponding in its external diameter to
the internal diameter of the pipes, and by
- means of any suitable power drawn verticall

with sand thereby forming the mold without

the operatlon of ‘“ hand-ramming.’”” Theflask |
18 also provided with slides at suitable points,

to admit of boss-patterns being applied to the
pattern for the purpose of forming the mold

80 that bosses may be cast on the pipes with-

out the trouble and embarrassment hitherto

attending the forming of molds for such pur-

pose. A ring or bead pattern is also used in
connection with a joint in the flask, so as to
enable the mold to be so formed that pipes
may. when 1eq1111ed be cast with be‘tds ab
one end.

To enable those skﬂled 1n the art to ful]y
understand and nse or practice my 111’?"61’1131011,
I will proceed to describe it. |
- A represents a flask, which is of cast metal

and formed of three parts, a & ¢, connected to-

~gether by hooks d,which are fitted over flanges
¢, ag-shown clearly in Figs. 1 and 2. The 6W0

1S

-and are eq'u:-iﬂ in di::imeter. ‘The part ¢ is also -
of the same diameter; but it has rings 1 (two

| or more) cast on its inner sideand plo;pectmn_j

therefrom a suitable distance, the lower end
of the part b of the flask, also a ring, ¢, pro-
jecting from its inner SurfaJee and correspond-
1ng in dimensions with the rings f of the part

¢. The upper end of the part b also has a

similar ring, &, the under side of which is bev-

+ eled. The upper part, a, of the flask, it will .
- Figures 1 and 2 are vertical sections: of a

 flask with a pattern within it, also bisected
vertically, the two parts rhﬁ:)l;’es(':ud showing |

be seen, is not provided with any 11ntrs OF Pro-
Jeetlous |

B represents a pattern which is of eylin-
drieal form, of cast metal—at least that would
be the plefelable material.

portion, 4, being consldelably smaller than

the lower part, j, and the portion % between

being of curved form. The upper part, a, of
the ﬂask 18 provided with slides 7 at suitable
distances apart, said slides, when opened, af-

fording a communication Wlth the mterlor of
the flask at certain points for the purpose
. helemftftel cdesceribed.

~In order to form a mold for Gdbtlllﬂ a pipe
without a bead, the operation is as follows
The pattern B i is first placed within the lower

part, ¢, of the flask, and the part ¢ secured
- per manently 1n a vertical position.

The pat-
tern B is then lowered in the part ¢, the pat-

y | tern just fitting within the rings 7, Whlch serve
through the flask while the flagk is supplied.

as guides for the pattern,and insure its concen-
tric position within the flask.
then clamped to the part ¢, and the ‘part e
clamped to the part b by the hooks'd. Sand
is then poured into the top of the flask, the top
of part ¢. This sand passes down W‘lthllll the

1 flask and rests on the ring or prejection g of

the part b of the flask, said ring or projection
forming a bottom. As soon as the part b of
the flask is filled with sand, the pattern B is -
elevated by any convemenb power, and the
sand 1s still poured into the flask as the pat- |
tern is drawn through it, so that the sand will
keep nearly up to the t0p cf the pattern, and

the latter may be drawn through the ﬂ‘lSk as

rapidly as the flask may be supphed with sand.

The drawing upward through the flask of the
,pattemeox ms the shell of the mold, the sand
(designated by a*) being eompressed between

the flagk and the pattel n, which ascends and

compresses the same with a wedge-like action

npper pqrts, @ b, constltute the flask proper | due to the cuwed taper form ol the pattern,

- This pattern is
not of equal diameter throughout, the upper -

‘The part bis -



- tern.

g | 892,359

-and the usual hand-ramming being thereby | boss-pattern, m, which is a section or portion

~avoided, The partb of the flask is an impor-
tant feature of the invention, as it enables the

pattern to form a compact sand surface or mold

at the lower part of @. This result could not
be obtained without the part b, as there is not

sufficient space between the upper part of the |

pattern and the flask to contain enough sand
to admit of the mold being properly formed at
the commencement of the elevation of the pat-
The sand in the part b, it will be un-
derstood, forms no part of the mold proper,
and 1t 15 removed at the commencement of
each operation. o

~When pipes are tobe cast with abead atone
end, the upper part, a, is detached from the
part b before the pattern B is drawn entirely
through the latter, and a ring, C, (see Fig. 4,)
1s 1ntroduced between the two parts ¢ b, said
ring having a bead, %/, on it. The part « is
~then lowered and clamped, and the bead &’ of
~course leaves its imprint in the sand. (See

Fig.3.) Thepattern Bisthenagain raised and
drawn through theflask. The usual cores are
~used in casting the pipes, and the ring C is
removed before the insertion of the core.

When pipes are to be cast with bosses on
them, the slides lare opened as the larger part

- of the pattern B passesthem, and the operator,

by introducing a proper tool, scrapes away a
‘portion of the compressed sand and places a

of a ring or band, against the pattern B, and
then replaces the sand. As the pattern B rises

| above the boss-patterns m, the latter drop to

the bottom of the part ¢, and their imprints
are left in the mold and cause the bosses to be
cast.on the pipes. . _
Having thus described my invention, what I
claim as new, and desire to secure by Letters
PPatent, is— | -
1. Forming molds for casting pipes by draw-

-ing up verfically through a proper flask, A, a

patterm, B,while the sand is being poured into
the flask, the pattern being formed, substan-
tially as described, so as to compress the sand
without any ramming or other treatment
thereof. | -

2. Forming the flask A of three parts ab ¢
the part a being smooth, and the parts b ¢ pro-
vided with internal rings or projections, to op-
erate as and for the purpose set forth.

3. In connection with the two parts a b of
the flask, the ring C, provided with the bead
k', arranged as and for the purpose specified.

4. Theboss-patternsm,wheninserted through
slides / in the sides of the flask and adjusted to

- the pattern B, as and for the purpose set forth.

| SAMUEL FULTON.
Witnesses: - ~

" ATUGT. SCHWARZ,

Wi, W. DALBLY.
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