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Be it known that I, JoHN A. DAHNLGREN,

State of Pennsylvania, have invented certain
- new and useful Improvements in the Con-
- struction of Cast-Iron Or dna,nee, of which the

tion, reference bemg had to the accompany-

| catwn and in which—.

I‘1gure 1 represents an elevatlon of the side |
of one of my improved guns finished, and |

I'ig. 2 represents an elevation of the SIde of |

the rough casting or blank as it comes from |
- the mold and befme the ﬁnlshmcr is emn—
~ menced.

* To produce cast -iron or dnenee of the great—
~ est strength, it is necessery that the molten
metal, after being g poured into the mold, should
cool mth evenness and regularity throucrhout

it 18 mdlspensable that the dlametels of the

~and free from prominences of any kind, or at
- least from such as have material volume if

1ts dnmetels are least, end afterward where

last shrink from the parts which cool first,
thereby stralning the metal and (111111111511]1]0‘

- cated” th and near the parts of the gun sur-
rounding the charge renders it less capable |
- of resisting the force of the explosion, which
. exerts neerly all if not the whole of its power |
‘within what I have termed the ‘“‘fort of the

“Prommences of any kind also coel first and

- their vicinity, which are highly detmnent'ﬂ if

TFor this reason, as well
as from their locality and consequent effect
upon the breech, the caseabel and tr unnions.

- should be made sepmetely and afterward at-
- tached; and the rear portion of the gun, in-
: cludmg the fort, should be of a Subst‘mtml]y

- spheroidal or elhpsmdal form, as indicated by |
~ the red lines in Fig.

1, whmh represent the |

 section of a plolete Spher(}ld 1n a plane paral-

| To " contribute still fur-.
~ther to 1endenng the metal homegeneeue the
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chmcoel or other slow conductor of heat, so
as to render the cooling and Sohdlﬁeatlon of
the different portions of the gun more slow
and even.

After the casting lmq been slowly
and thoroughly cooled, it is o be bored of the
proper caliber, and 1ts exterior turned down

| until reduced to the proper size, aceording to ~ _

a rule of construction (in which the diameter

of the bore is the unit of 111e%sme) invented -

by me, and fully described in another patent
beermg even date herewith, and which need

not therefore be here described. The, sizeand v
_shepe of the rough casting at the breech and |
fort, or the parts surrounding the charge,

when the gun is loaded, should be precisely

| such as are required in the finished gun, for
‘as here occurs the greatest, force of the explo B
‘sion when the gun is fired, it is very desirable B

to retain the crust or euter shell of the casting
intact, as it is much str onger and tougher than

the- 1ntermr metal and eonduces matemal]y to
‘the strength of the guu where strength is most
needed. The reduction of the 10110*']1 casting

should therefore be made between the forward
part of the fort of the gun and the muzzle;

and the finishing should be S0 executed as fJO'
leave the gun w1th a ~smooth surface (md |
gradually- decleasmn mass from the region
around the char o to the muzzle free from all =
moldings or or nmnenmmons that would inter-
rupt or disturb the waves of vibration that
‘traverse the gun when discharged and occasion
or accelerate its rupture.
the ordinary form has been letemed about the
muzzle, to fortify it against accidental blows
which m]nht fracture met'a.l so thin as that of

A Shﬂht swell of

the mu:»'zle would be if the rule of construe-
tion before referred to were followed rigidly.
It is to be understood that at this portion of
the gun, so remote from the charge, the dan-

ger due to a slight departure from the law of -
'-;constl netion, thoucrh existing, isless than that
which v.ould arise from the exposure of the
‘Imuzzle, unpmteeted by a swell, to heavy =

| ::bIDWS
as the lesser of two evils.”

The swell 1s therefore to be regarded

What I claim as nmy: mventlon fmd desue-

.to secure by Letters. Tatent, is—

1. The method herein - descubed of mmu |

__fdcturllw cast-iron ordnance by first casting it - -
in the rough of such proportions as will give -~
the metal the most tenacity and freedom. fmmt o

, con‘u actlle strains, 'md then Ieducmg the cast
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ing to such ploportlons as will produce the | In testimony whereof T have 11e1 eunto sub-

form of gun best caleulated to endure the | scribed my name.
shocks of discharge. a | o

2. The manufacture of cast-iron ordmuce ' JNO. A. DAHLGREXN
substantmlly as described, with the rear por- i - - " -
‘t1on thereof of a substantlally spheroidal form, | Witnesses:
and the exterior surface smooth and free from A. B. NorTOX,
the moldings and other ornamentation with . JNO. D. BRAXDT.

WhICh guns hzwe heretofow been made. j
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