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(No model.)

Lo all whom it may concern :

Be it known that I, W. 8. . BAKER, of
Baltimore, Maryland, have Iinvented a,nevm}d
useful Improvement in Casting Car-Wheels,
of which the following 1s a Speclﬁcatwu

My invention relates to improvements in the
casting of chilled car-wheels, rims, or tires
having chilled surfaces.

My object is to cause the molten metal to
18sue into the bottom of the rim part of the
mold from an elevation. flowing down inclined
passage-ways arranged so that the metal, as it
reaches the rim part, will flow concentrically
with the chill, and adapted to molds made
from wheel-patterns forming subject-matter of

- patent granted tome May 13,1879, No.215,202,

in “]_ll(jh the brackets of cm wheels of smole
or double plate patierns are so arranged tlnt
part brace the rim to the plate and part brace
the plate to the hub.

By my invention I am enabled to pour the
molten metal at very high temperature rap-
idly into the molds, and to convey that form-
ing the rim part directly to the same by way
of that part of the molds forming the set of
brackets which brace the rim to the plate of
the casting. .The metal enters these molds
for the brackets a little below the level of the
plate, which is several inches above the bot-
tom of the rim part of themold. Toreach the
rim the molten metal has to flow down the in-

~cline of passage-ways, which, at their inter-
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section with the rim part, are formed concen-
tric to the same, causing the metal to issue
with desired gyrations, and with rapidity and
pressure sutficient to float any lnpurities that

might enter the mold to the upper rim part, or

su(,h point as not to contact with the rail when
the casting 1s in service.

Figares 1 and 5 are vertical cross-sections
of molds made from single-plate car-wheel pat-
terns, showing the mold M, cope Y, drag Z,
and receiving- Lhamber X. I‘w.:a 2 fmd 6 ‘tre
vertical cross-sections of Il]i.}ldb made {from
double-plate car-wheel patterns, the same as
above, mmﬂm letters referring to like parts.
Figs. 3, 4, 7, and 8 are plans oi the mmold with

the cope Y andpchill C removed, showing the
passage-ways A A, through which the molten
metal reaches the rim part R, and which form
the brackets that brace the rim to the plate of
the casting.

As shown in Fws 1and 2, the molten metal |

|

! reaches the body of the mold M from the re-

ceiving-chamber X, filling the hub part H to
near the level of the plate part P. When this

point 1s reached the metal ceases to rise in.

the mold M until the rim part R is filled to the
plate level.

The hub part H is cmmected Ly qprues O in
single-plate mold, Fig. 1, and Jower plate, O/,
in dounble-plate mold Fig. 2, allowing the
molten metal to flow duectly mto the passage-
ways A A at point I, thence down their in-
cline to the bottom of the rim part R, issuing
into and flowing concentrie with the mme, b3
which device I form that part of the casting
without check in the flow, and secure a dean
and pertect casting to a point on a line outside
of rail-contact Wheu the castmg IS In service.

The part of the mold at S in IFig. 1 and 8/

in Fig. 2 forms a skimmer, and w111 prevent

ﬂoaunfr llpurities entering the passage-ways
A A and reaching the rim part R, such impuri-
ties being retamed in the hub part H of the
mold M.

As shownin Figs. 5 antl 6, the metal reaches
the mold M from the receiving-chamber X by
two sets of gates, one set, G leading to the
hub part H, and the other c;et G/, leadmn di-
rectly 1nto the passage-ways A A, which foun
one set of brackets of the ca;:atmg, and it
reaches and 1ssues mto the riin part R, as above
described.

By this plan of formmﬂ the rim part R with
metal flowing down the mclmed passage-ways
A A to the bottom of the rim part R, and to
1ssue 1nto it concentric with the face of the chill
C at great rapidity, making entire rim part R
w1thout check 1n the flow, assures the sound-
ness of the chilling. The molten metal reach-
ing the chill C at an even and high tempera-

ture gives a clean and perfect casting, with

umformlty of ehill and roundness of form.

I claim as my 1nvention—

Theimproved mode herein described of cast-
ing chilled car-wheels, by causing the molten
metal which forms the rim part to issue into the
saine concentric with the chill from an elev:
tion by way of downwardly-inclined: p%saﬂe-

ways, substantially as and fm the purpose set,
forth.

WM. S. G. BAKER.
Witnesses:
J. M. LAWI‘ORD

A . LITTLEI‘IELD
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