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To all whom Tt mo,y. concern:
Be it known that I, JAMES H. BLESSING, of
the city and county of Albany, in the Sbate of

New York, have invented certain new and
useful Implovements in Core-Boxes for Mak-

ing Dry-Sand Cores, of thh the followmg is

 aspecification.
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| In making oasﬁmgs with mterna,l parts of ir-
~ regular or complex forms great difficulty has

heretofore been' experienced in formmg the

-~ cores, as in many cases the metal is required

to be cast into parts of the core that are inac-

" cessible when the core is made as an entirety.

20

This fact has led to the practice of dividing
and subdividing the core into many parts,
in order that the otherwiseinaccessible places

may be reached to secure proper formations |
for the required casting; but the aforesaid
practice has been attended with other diffi-
culties, which, in addition to the increased

cost of makmg suitable core-boxes, have been
a source of frequent loss, for the reason of the

liability of these multlplex cores being-im-
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place; Fig.

‘properly set in the molds, even when the work

is done by the mosb skﬂlful men, and of the
liability of their being dlsplaced by the ac-
tion of the molten metal as it enters the mold,

and in either case the result will be the loss-

of the casting.

same kind are required to be made every day

the percentan*e of 1oss becomes a most 1mpor- ;
‘tant item in the cost of manufacture.
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The object of my:.invention 1s to remedy
these defects by providing a means for mak-
ing any intricate core as an entirety, which
may be placed in a mold in a complete and

perfect condition for receiving theliquid metal

into its most remote and appal ently Inacces-
sible openings. .

The aocompaoymg dmwmgs, whloh being
herein referred to, form part of this Speolﬁ
cation, illustrate my invention as adapted to
maklng cores for globe-valve-casing castings.
In said drawings, Figure 1 is a longitudinal
section of a core for a globe- mlve casing with
the wax model for forming the valve-seat in
2. a like section after the wax
model has been melted away; Fig. 3, a side

These defectsareserious when
only a single casting of the above-named kind |
is required; but When many castings of the

|
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' saad core, showmo* the core paltlally formed

Fig. 4, a like view showing the corein a more;,'.{: REEE
advanced state of completion; Fig. 5, a plan' =

view of the core-box: with- the desbruomblej}_
seat-model fixed in.position; Fig. 6, a front

elevation of slide for formlng semi- cylmdrlca,l:;____j-ff’?fffﬁf

partition in said valve-casing.

‘Figs. 7and8 .

are respectively a plan view and edge view =

of the destructible model for the valve-sea,t
Figs. 9 and 10 are reSpe(,twely a. side ‘and -

edge view of a scraper for removing ‘thesur- -
plus material from the under part of thespheri-
11 a side ele-

cal portion of the core, and Fig.

vation and partial section of the print- -block
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for ﬁmshmg the said under part of the SPhen f

cal portion of the core.

 As represented :in the dr&wmgs, A is the;
core for the casting of a globe- -valve oasmg-- e

consisting of a Sphel ical p01 tion, «, and cylin--

drical stems o/, a?, and @, said stems forn:nng,
respectively, the mductlon eduction, and -
bonneted openings for said valve -casing. Sald
core also contains the following spaces: a', In.

cyhndmcal partmon and a® for thevalve-seat.

70)?.

‘which the upper semi-cylindrical partltlon of 7 5
| the casing is formed; o’, for the lower semi- -

In the last-named space an annular flange 13*.:':,-

produced which cont‘lnuously conuects the

upper and lower semi - cylmdmcal par t1tlons 80

The destructible modelB is prefer ably ma;de_'_if_f!: :

havmg sufficient tenacity to

‘of wax that will melt at a gentle heat, but - -
protect it from -
‘injury during the operation of ramming the 85 -

‘sand into the core-box. In the example se-

lected {for 111ustrat1ng my invention the smd-?‘.li_';'P‘g;j;_"fjf;. 5
model is made in the form of an annulus, as . |

which it is required.

‘shown in Figs. 7 and 8; but its form may be

changed in any way o suit the purpose for;- go

~ The core-box for formmcr the core above de-

seribed consists of the two corre%pondmg parts = -
.C parted longltudmajlly, held in position by =

‘means of dowel-pins ¢, and having at its cen- g5

tral part a hollow globular portlon for form-
ing the spherical portion a of the cme from__j"‘;-.:}:;'::;?;j.;:};
Whlch radiate the eylindrical barrels ¢, ¢*, ¢, =~
and ¢*, in the first of which is formed the stem'--__-;_';;'j';'.i?ji'_- :--

a’y In the second the stem @, and in the third _
The barrel ¢ is promded for the

the stem a’.
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elevation of one-half of the box for ma,kmg | purpose of facﬂltatmg the operatlon of form
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- 'ing the space ¢°, holding the destructible | fill the barrel ¢t, as shown in Fig. 4, thereby 60
-~ model B in the first stages of making the core | forming the stem « and filling the eavity for
and finishing the lower part of the spherical | the spherical portion «. By this operation
- portion of the core. The semi- cylindrical | last described the core-sand last introduced _
5 slides D are fitted to slide into the barrels ¢t | becomes incorporated with that of the but-
and ¢, one slide being inserted in each barrel | ton-head ¢, so that the core will be a com- 65
80 asto lie relatively at diametrically-opposite | plete unbroken body throughout its entire
sides, and wherein they join to contracted | structure. The seraper I is next inserted in =~
- portionsof the bore of said barrels, asshown in | the barrel ¢, and by rotating it the surplus -
10 Fig.5,toformacylindrical bore of aniformsize. | of the sand is scraped from the lower part of

‘The inner ends of the two slides D extend past | the mass for forming the spherical portion «a. 7o
each other to a distance equal to the thickness | After this surplusage of sand is emptied from
- of the seat-model B, so that the two semi-cy- | the barrel ¢*, the print-block G is inserted in
~lindrical partitions cast in the spaces formed | said barrel and forced down to its place to
15 by said slides will be flush with the valve-gseat | finish the Tower part of the spherical por- _
~abl thelr respective sides. The slides D are | tion ¢ and complete the formation of the 75
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- drical plug E is fitted to enter the barrel ¢* of | core uncovered by the removed part of the go
. the core-box, and is of sufficient length to sup- ‘box, and having in its concavity for receiving
- port the seat-model B in its place during the | the spherical portion of the core a dralnage-
first stages of forming the core. The inner | hole for the escape of the melted wax, 1S
25 end ot said plug is provided with a concavity | placed on the uncovered side of the core,and
for producing a button-head, «’, of compacted | the whole is turned over so that the core will 8 5
sand, which enters said concavity through the | lie in the metallic shell, after which the re-
central opening of the seat-model; for the pur- | maining part of the core-box is removed,
- pose of holding said seat-model in place after | leaving the unbaked core (with the destructi-
30 the plug B is withdrawn. The scraper F ig | ble model B in place, as shown in Fig. 1)
~Inserted in a cylindrical stock, f, which is fit- | resting in the metallic case. The latter and ol
~ted to rotate in the bore of the barrel ¢*. The | its contained core is then placed in an oven =
blade of said scraper is designed for the pur- | for the purpose of baking or drying the core,
- Ppose of removing any excessive quantity of | and in the latter operation the wax model
35 sand that may be rammed into the barrel ¢!, | will be gradually melted away without dis-
~and 1t 1880 proportioned that it will leave the | turbing the sand-atoms of the core, (the melt- gs
spherical portion @ of the core in a nearly | ed wax will escape through the drainage-hole
finished condition. The print-block G is fit- | in the metallic shell, ) and leaving the required
ted to slide into the barrel ¢%, and hasinits up- | space «° for the valve-seat, as shown in Fig. 2.
40 per end a concavity which conforms to the For heavy castings, which require strong
surface of the spherical portion ¢ of the core. | and heavy cores, the destruetible models may ico .
Ihe said print-block is so proportioned in | be made of any alloy that will fuse at a low
length that when forced down into place, after | degree of heat, and said models may then be
the scraper F has performed its function, it | retained in the core until they are melted
45 will compress the sand at the lower part of | away and dissipated by the molten metal as
the spherical portion ¢ of the core and finish | it enters the mold to form the required cast- 1os

- scribed core-box is as follows: The two parts
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- 1ve places, the core-sand is rammed into the
- barrels ¢* and ¢’ to form one part of thespheri-
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~core-box in a reversed position, core-sand is

 provided with studs d, which project through |
~ slotted openings ¢® in the core-box, so as to
- facilitate the removal of said slides from the

core-box after the core is formed. The cylin-

that portion to a perfeet spherical form.
T'he mode of making cores in the above-de-

C of the core-boxbeing clamped together, and
the slides D, eylindrical plug B, and the de-
structible model B inserted in their respect-

cal portion «, eylindrical stems a* and «*, and
the button-head «', as shown in Tig. 3. The
plug Ii 1s then withdrawn, and, with the

rammed In to fill the barrel ¢ and partially |

core. After withdrawing the print-block G,

the slides D are drawn out, and one part, C,

of the core-box is removed. A metallic shell
of suitable form to receive the sides of the

ing. |

I claim as my invention—

A core-box for forming coresof the character
herein described, consisting of the correspond-
ing parts €, semi- cylindrical slides I, and
destructible model B, the said several parts
being constructed; combined, and arranged
to produce the required form of said core in
the manner substantially as specified.
JAMISS H. BLESSING.

Yitnesses:
JOHN W. WHEELOCK,
WiIiLLiam H. Low.

I1O




	Drawings
	Front Page
	Specification
	Claims

