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To all whom it MY coneern : | .
Be it known that I, BURNETT B. HARRIS,
of South Bend, in the county of St.Joseph and

Stateof Indiana, haveinvented a newand use-

5 ful Improvement in Casting Chilled Mold-

Boards, of which the following is a specifica-

tion.

Figure 1, Sheet 1, is a perspective view of a
flask arranged for warming the chill.
Sheet 1, 1s a sectional elevation of the connect-
ing-flue, thelower part of the flask beingshown
1In side elevation. Iig. 3, Sheet 2, is a sec-
tional elevation of the flask. TFig. 4, Sheet 2,

10O

1s a bottom view of the lower part of the flask. |

Kig. 5, Sheet 2, 1s a plan view of the mold-
board pattern. Fig. 6, Sheet 2, is a plan and
~ a side view of a core-cup. [ig. 7, Sheet 2, is
a cross-section of' a core-cup shown in place.

Similar letters of reference indicate corre-
ponding parts. -

The object of this invention is to enable the
molder to conveniently warm the chills, to hold
the chill in place in the lower part of the flask,
while allowingittoexpand and contract freely,
and to enable the pattern to be removed from
the chill without disturbing the cores for cast-
ing the holes in the mold-board. -

The invention consists in the combination,
with the lower part of the flask having an
opening in its bottom, of the chill having rab-
beted edges and the buttons, so that the chill
will be held securely in place and allowed to
expand and contract freely; also, in the com-
bination, with the chill and the mold-board
pattern,of the core-cupshaving tapering holes,
80 that the patterns can be removed without
disturbing the bolt-hole cores or dies; and
also in the combination, with the lower parts
of the flasks having openings in their sides,
of the connecting-flues, so that the chills of a
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series of flasks can all be warmed at the same

time and by the same furnace, as will be here-
inafter fully described. -

A represents the lower part or drag, and B
i8 the upper part or cope, of the flask., In the
lower part, A, of the flask is formed an open-
ing to receive the chill C, the edges of which
are rabbeted, as shown in Fig. 3, to fit loosely
in the said opening. The chill Cis secured to
5o the bottom of the part A by buttons D, secured
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Fig. 2, |

| to the lower side of the chills C by screws, so

that the ‘said buttons will not interfere with
the contraction and expansion of the chill C,
while keeping the said chill securely in place.

kK is the mold-board pattern, in which are 55

formed countersunk or tapering holes Fin the
places where the bolt-holes are to be cast in
the mold-board. The holes ¥ are made con-
sicdlerably larger than the required size of the

bolt-holes, anud into the said holes F are fitted 6o

the cups G, which are kept in place by points

or flanges upon their sides to enter notches in

the sides of the holes F. | |
In the cups G are formed tapering holes H,

of the same size as the required bolt-holes, and 6 5

whichare designed to be filled with green sand

to form the cores for casting the bolt-holes.

With this construction, when the pattern E
18 to be removed the core-cups G are first taken
out, leaving the sand cores resting upon the 7o
chill, so that the pattern D, however crooked

1t may be, can be removed without disturbing

the sand cores. |
The cups C may also be used for placing

iron dies or cores upon the chill, in which case 7z

the dies may be stuck fast to the chill, with a
little red lead mixed with oil to prevent the
sald dies from slipping out of place. *

In the sidesof the lower parts, A, of the flasks
are formed openings I,as shown in Figs.2and 8o
3, to serve as heat-passages in warming the
chills C. |

When the chills are to be warmed twenty
lasks, (more or less,) or as many as a man can
mold in a day, are placed at a little distance 8
apart, and the openings I in the adjacent sides
of the flasks are connected by a connecting-
flue, J, which 1s made with open .bottom and
sides, and with notches in its side edges to
receive the clamps of the flasks. o

The joints around the connecting-flues J and
the lower parts of the flasks may be closed with
sand orother packing. When thus arranged a
small furnace is connected with the opening I

+

of the first flask and a small upright flue 95

1s connected with the opening of the last flask,
so that the heated products of combustion
from the furnace may be drawn through all
the flasks and all the chills warmed at the
same time, and with a small amount of fuel. 4
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0 When the chllls have been sufficiently warmed | and the fire lighted in the furnace. In thirty
.. the flasks are turned upon their edgeb aund “qr forty minutes the chills will be warm enough
.. poured in the usual manner. . for casting the mold-boards. The metalisat
..o Theoperationof castingachilled mold- board- first poured in at the end farthest from the 45- SRR
o ysas follows: In connection with the flue that | furnace. After the metal is set roll the flask
oo .. conneects with the furnace, place a chill and | down away from the furnace so as to bring: =~
.. drag. Then place the mold-board pattern on | the chill on top. Now lift the chill and the = =
. the (311111 and, if iron dies are to be used for | mold-board remains embedded in the cope,
oo o making the 'hol:es for the bolt-heads, put the | where it is covered with drysand and left un- 50~ =
. 1o dies in the cups, and then both togetherin the | til cold enough to remove. 1 have the chill
oo o mold-board pattern..  This will bring the large | below (1u1'1110't116 heating, so that the moisture =
- end of the die to rest upon ‘the (,hﬂl - Tlms - arising therefrom may be absorbed by the sm- -
oo molding- baudl&nowplacedarouudthemold-:=:perposedszmdm the cope.
. o board pattern  and rammed about: the edge. ! Having thus described my mventlon,Idmm BLo
oo e The sides of the drag are only as deep-as the | as new and . desne' to secure. by Lietters: Pat' e
R i-i===:'===i={3=h111andmoldbomdpcbttem, taken together, =;ent+: R S T I R S P
oo o arethiek. When the parting 1s tlmt_letllere}s= 1. Khe cmnbmatwn with the lower part, A,
o . a border of sand *uound the mold-board pat- | ot th(, lask having: opening in 1ts bottom of
oo 0 terny where 1t remains. - Nowthe parting-sand | the chill O, ha,vmﬂ rabbeted edges, and the 6o o
s 20018 spuukled on, ancl ‘rhen the cope placed 1n | battons 1, subatanthﬂly as helem shown_ and: -
Lol Lo position: a,;nd.mmme.d.; ~The sprue 1s a round | described, whercby the: chill will be held se- =
oo stick  three-fourths of an inch in diameter; | curely in- place and allowed: t: o expand and .
.. about twenty inches lt)rljg‘:,r and passes down | contract freely, as set forth., . .
. through the ring or cup at the square end of | = 2. The combination,with the Ghﬂl Candthe 65
] the'ﬂ&&l{: GOHIIGCBiITG with the sand inthe drag | mold -board pattern 'n._, having tapering holes -~
oo byneans of a plece, llkbd common loop., Whmh I, of the core-cups (x, having tapering holes, = -
o oo o 1s doweled to the end of the sprue, which is | Subbtmltlally a8 hel‘elu shown and descmbed _______ P
o withdrawn and  the large end of the. loop ex- | whereby the mold-board pattern can be re- L
. posed, so that 1t may be readily drawn. The | moved without disturbing the bolt-bole cores 700
o o ozo enpls now taken from the mold-board pattern, ! or: dies, as set forth.. o oo 0
o0 80 as to leave the. dies or cores whieh are to | - 3. The wmbmatlml with the. lowel part, A,
. form the holes for the bolt-heads resting on | of the flasks, having openings 1 in their srdeq- RN
oo the c¢hill with a clear space or ring of thrge +of thewunectwg flues J,substantially as hereﬂ. S
eighths of an inch around them. "It is now | in shown and descrlbed whereby the chills of 75
3¢ proper to draw the mold-board pattern, cut | a series of flasks may all be warmed at the
the gate in the sand which1s in the drag, close | same time m]d by the same furnace, as set
the mold, put the bottom-board on top of the | torth.
cope, and clamp fast to the dray. The chill BURNETT BARNY HARRIS.
1s now ready for heating. A tight joint must Witnesses :
a0 be made around and between the Hasks with J. . WALLACE,
sand, connection made with the upright fiue, MARY KEVANS.




	Drawings
	Front Page
	Specification
	Claims

