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ﬁﬂmteﬂ (%tatez Patent Office,

NOYES _.BALDWIN,. OF BUFFALO, NEW YORK.

- Letters Patent Nb._ 91,199, dated June 15, 1869.
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. IMPROVEMENT IN VISE.

il e~

“The Schedule referred to in these Letters Patent and making part of the same,

To all whom it may CONCErn |

Be it known that I, NOYES BALDWIN, of Buffalo,

in the county of Erle, and ' State of New York, hme
invented a new-and improved Mode of Oonstruetmcr

Bench-Vises; and I do hereby declare that the fol-

lowing is a full and -exact description thereof, ref-

erence bemg had to. the amompanymg dr&muws, in
whlch—-—

~ Figure 1 is.a side view of the fixed pmt of a com- |-

mon shde—vme as it is taken, with: chllls attached from
the flask of the foundry.”

Figure 2 is a longitudinal section of the same.

Figure 3 is a side view of the chills, in conneetmul
- with the sand core and nut.

Figure 4 is a view of the inner end of 2 chlll

My invention relates to the fixed, or fema,le pzut B,

figs. 1 and 2, of the slide-vise; and

Tt consists in 2 process, or dewce by which the nut
N, fig. 2, of said part, is fixed therein, at‘the time
tha.t pmt is cast, and by whiéh, also, the broaching-
process, which is "both. difficult and dangerous to the
lutegrlty of the casting, is done away. |

In the following description the form of the slide,

or male part of the vise contemplated, is that of a rec«--

tangular parallelopipedon; but should that- -part be of

any “other form, the modifications necesaa,ry will read-

1]y recur to those skilled in the art.

I first make two- chills, marked C"in the ﬁgureq
They must be of the s&me form w1th the slide of the

vise, and slightly larger.

They may be made of cast-lron in £W0 parts, these
being screwed together, as shown in fig. 3, or other-

- wise firmly secured, o5 ea,ch ehﬂl may be cast in one
| plece )

They are best made hollow at their inner ends, as

-shown in fig. 4, which hollow: should extend for some
distance, as to D fig. 2.

The inner. end of each chﬂl has a slot runmng lon-
_,gltudlmlly on each .of its sides.

These slots are
marked 2 in the figures, and may be made with a saw
of narrow-cut.

I now take the nut N ﬁg 2, which may be of the

usual form, and made in the usual way, with the thread
cut in it.

‘Through the nut, I slide. the stra,lght bar B, fig.

2, which exactly fills 1ts Bore, letting it rest at the
centre

The ends of the bar B are now passed mto the hol-

lows of the chills, to the- shoulders D and D, through
which the small rods R R are passed, d.-[ld screwed

into the ends of the bar B, as'shown at « u.

To the ends of the wds R R, levers, or nuts @ «
are attached, by means of which the ends of the bar
B are screwed up tightly against the shoulders D D.
Thls i8 done to connect the chills with the nut N, and

=

R

previous to broaching,

to hold them in proper relation; but any other device
known in mechanics that will eﬁ‘ect the same end may
be employed.

Care must be taken that the bar B be of" Just such
len gth as that, when in position, the distance between
the ends of the chills shall be less than the depth of -
the part E, by exactly that part which it is desired to
have chllled

The position of the holes in D D, through which

'.the rods R R are passed, regulate the posmon of the

eye of the nut N, in the part E. |

The chills and nut N being connected as above de-
scribed, and held so that the corresponding sides of the
chills shall lie in the same plane with the lower part
of the nut, in its proper position, the sand core s, fig,
3, is. made. upon and surrounding the nut, but leavmg
the lower part of the nut extending downward below
the core, as far as it is desired to have it inserted in
the casting K, as shown in fig. 3.

The core s is somewhat greater in thickness and
depth than the chills, so that the planes of its sides
lie outside the plfmes of the corresponding sides of
the chills.

The core is baked in the usual way, its relative po-

‘sition, as formed, to the chills and nut being c&refully

preserved.

On being coated with moulders’ facing, the chills
and core, as shown in fig. 3, are now ready for
use.

The pattern by which the part E is moulded has
prints attached, fitted for the chills © C, fig. 3. This
is, of course, done in the usual way, and when the
pattern is drawn from the sand, the combined parts,
shown in -fig. 3, are earef'ully laid 1n position in
the prints, and the casting completed in the —usual
way.

When taken fmm the sand, the ca,stmg and chills
will, of course, appear as in ﬁg

The nuts @ @ are now removed from the outer
ends of the chills, when they are readily drawn out

‘from the casting E and are again ready for use.

Let, now, the bm B and the sand of the sand core
be removed from B, and, if the conditions have been
propeﬂy observed; it will be found that the nut N
is securely fixed in its troe position, as shown in fig.
2, and that the casting E is Iegularly and truly fitted
to receive the slide-part of the vise without broach-
ing, which, owing to the imperfection of the casting,
chills not bemg used, has heretofore been necessary,
and the nut N could not be inserted in the casting E

from the requirements of that
process.

It remains only fo expla,m the use of the slots z in
the chills C.

They are for the purpose of permitting the ends
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R 8 1donot, in my m\;rentglon here. set forth c';lal_many
R addition of parts to the vises now in use; but
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