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UNITE ' BTATES PATENT FEFICH.

oot In Fig. _
by hooks D, and then employed as part of the

- mold, the tep and bottom of which may be
o mmde of green sand or other suitable material.

PR my improved compress.
.o cross-section of compress, the entire inold, and
. the wheel cast therein.
.+ -a steel band or tread of my wheel.
- and b are views of the 111ter10r of the nmld
- including the compress. =

 band, as seen in Fig.

- form the tread of the wheel eud part of the
. rim, and it is pleced in the above compress, as
o f"seen at B, Fig. 2.
- by a recess, I, in the compress, and molten

- iron is poured into the recess thr eugh the holes

- thus coming |
- 1In coutact with the outside of the ring, heets
o the same mme or less, as desired, and accord- |

. H, Fig.

J OHN K. SAX OF PITTSTON PENNSYLVANIA

IMPROVEMENT IN MOLDS FOR GAR-WHEELS

o 'SP’!iei,ﬁcfﬁﬁeﬁ'fermiiiQ.Pﬂrﬁ ,of Let%rs '-Pﬂ:t@llt:_ No. 10_41’7779 dated June 28, 1870.

To eZZ whom fot mey coéwem e
“ Be it known that I, Joun K. SAL of Pltts-

' - ton in the county of Luzerne zmd State of |
"__.-_Penneylveme, have invented certain new and
o useful Improvements in the Manufactare of |
.7 Car-Wheels; and I dohereby declare that the
. followingis efull and exact descmptmn thereof,
- reference being had tothe accompanying draw-
oo ing and to the letters of reference merked
-+ -thereon..

~In the dmwmg, I‘w m-e 1is a su]_e view of -'

I‘lg 3 is a section of
Figs. 4

"My invention consists, first, in a peculiar

.. novel circumseribing compress for holding and
- partially upsetting a steel band in the process
- . of casting the body of a wheel and welding
" “the same to the inner sulfeee of the band;
second, in a recess in said compress; and, third, .
 in the mode or process of utilizing the expeu
-+ siveforce of a heated steel band for upsetting
e orpartmll} upsetting such band When conﬁned
.. in the above compress.
~In my improved process or mode of manu-.
e _fa,cturmg ear-wheele, I employ an iron com-

press made in three parts or rings, as shown
1. These rings may be held in place

‘The ‘complete mold, including the rings or'

o ~compress, is shewn m Flgs 4 and 5, Sheet
- of the drawing.

While eestmg the bod

In meklng my wheel I first make a steel
- 3. This.is intended to

This ring is now surrounded

1. The molten iron, by

Fig. 2 is a central

1 1110' to the size of the recess end the tempere

ture of the molten metal when poured. When.

‘the band is sufficiently heated the molten iron -

is poured into the mold for casting the wheel.

This molten iron comes directly in contact
{ with the inner surface of the steel band, thus

producing a welding-heat, and eompletely
‘welding

wheel.
| perature the steel band will have expanded to
‘its greatest extent, and then in cooling it will -

the steel bend to the body of the
At the moment of the hlghest tem-

contre(,t equal to the contrecmon of the body

of the wheel.

* The steel band When ﬁret made is of a diam-
eter greater than is necessary for the diameter
of. the finished wheel, allowance being made
for shrinkage in cooling the body of the. wheel.
The band at first just fits the compress ‘when
both are cool, but in the process of casting

the body the band is heated more than the
compress; therefore it is partly upset, because

1t 18 conﬁned_ in the compress. The expansive

force increases the thickness and width of the

‘band without increasing 1its outer diameter.
Therefore, upon again cooling the band, its

outer diameter is less than when the band was
first put cold into the compress. This loss of
diameter makes the band of the right size -
desired for the wheel when ﬁulshed The
contraction of the steel band corresponds to
the shrinkage of the whole wheel, so as to
prevent any strain upon the metal.

I do not broadly claim a wheel made bv
welding a cast-iron body to a steel band or
tread.

szmg thue desembed my mventmn, I

- _clalm——-
o of the Wheel the '
~ rings form arigid compress. eround the circam-

. ference of the wheel operatmw as wﬂl nOW be
- explemed

1. The above- descrlbed mold, prowded with

the compress for holding and upsetting the

steel band re-enforce or tread of the wheel,
while the body of the wheel 18 cast ega,mst
and thus welded to the inner surface of the
steel band, substantially as set forth.

2. The mold provided with the recess therein
for receiving the molten iron outside of the

steel band, substantially in the manner and

for the pmposes set forth |
JOHN K SAX.

Witnesses:
DANIEL BREED,
CuaAs., C. WILSON.
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