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To all whom it moay concerw:

Be it known that I, JosiAm HoOBBS, a citi-
zen of the United States, residing at Hast
Brookfield, in the county of Worcester and
State of Massachusetts, have invented certain
new and useful Improvements in Molds for

Casting Shaft-Couplings; and I do hereby de-

clare the following to be a full, clear, and ex-
act description of the Invention, such as will
enable others skilled in the art to which 1itap-
perfains to make and use the same.

This invention relates to that class of molds
which are used for casting in halves shaft-
couplings, pulleys, &c.; and 1t has for its ob-

15 ject to casta coupling or pulley which shall fit

truly upon a shaft without being bored out

- after casting, and to cast a couplmn which
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shall hold the ends of two shafts in line with
each other.

To this end my invention consistsin the con-
struction and combination of parts forming a
mold for casting shaft-couplings, hereinafter
described and claimed, reterence being had to
the accompanying drawings, in which—

Figure 11s a perspective drawing of a shatt-
couplm pattern adapted to form my moid.
Fig. 2 is a perspective drawing of a chill for
forming the seat of the shaft in the coupling.
Fig. 3 is a perspective drawing of a parting
core. Fig. 4 1is a perspective drawing of two
shaft ends. Fig. 5 is a perspective drawing

~of one half of my mold formed in the drag half
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of a flask with the chill and one parting core
laid in the mold.

A represents the body of the pattern,which
is here shown of the usual ¢ylindrical form,
parted at a for convenience in molding, and
provided with recesses 0, in which the bolt
heads and nuts for securing the two halves to-
gether may be buried below the cylindrical
surface of the coupling when finished.

B B represent the chill-prints, and D D the
parting-core prints. Thus much constitutes
the pattern.

C is the chill, made of iron or steel of the
same Size as the shaft for which the coupling
is to be fitted. |

1D represents two ends of a line of shafting
meeting at ¢.

It is well known that the usual method of

coring cannot make holes true enough to fit

shafiing; therefore, I have devised a plan for
casting couplings on a chill asfollows: The pat-

i tern A 1is to be placed in a flagk, the molding-

sand K to be rammed in,forming in each part
of the flask a mold,K’, ehill-prints B, and part-
ing-core prints D’, the flask to be parted, and
the pattern drawn asusual. The chill O 1sto
be placed in the molds formed by the prints.
The parting cores H of sand are to be placed
against the chill in the molds formed by the
prmts D. Any usual sprue-holes,g,will be so

located in the sand and connected with the

mold that the iron will run both above and be-
Jlow the parting cores mmultwneously in order
that the half-coupling in the cope (notshown)

‘may be cast at the same time asthe half-coup-

ling in the drag G. The mold is then to be
closed and the pouring should be done on end.
In I‘1g Honlyonecore H is shown laid in place.
It is common to lay cores in sand for vari-
ous purposes; but I am not aware that cores
have been used to entirely separate two simi-
lar opposite pieces in a sand-mold. 1t is also
common to lay a portion of a c¢hill in the sand,
another portion to be entirely surrounded by
the iron, or to lay one side of the chill in the
sand, allowing the iron to form against the

other side; but if only one half of a coupling

is made againstthe chill, as in thesecond usual
process ahove stated, the hot iron flowing
against one side of the chill heats and expauds
that side, thus crooking the chill and forming
a crooked half: coupling thereon. Furthel-
more, there is no certainty of two hali-coup-
lings ‘thus made matehing each other; orif, as
in the first instance, 1 allow the iron to flow
entirely around the c]111] the latter will be rig-
idly held in ‘the iron when cold, and cannot
be removed without damage to both the chiil
and coupling.

By my process of molding with a single cy-
lindrical pattern having parting-core prmts,
and then laying a eontinuous chill from end to
end thereof to form the shaft-hole, and finally
separating the coupling so molded into halves
by cores, and pouring both halves simultane-
ously,I makethetwo halvesof acouplingatone
operation, insaring these two halves to fit to-
gether upon theshaft soastohold the shatt ends
in a straight line. By expanding the chill on
both sides at once it is preserved straight. By
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'pourinﬂ* theiron around thechill, and yet keep- | comprising the main cavity K"; the chill-print

ing the iron so poured parted into two halves,
each half mayshrink in cooling without crack-
ing, and each half will readily separate from
the central chill, leaving the shaft-hole perfect.
When the casting is cold, it has only to be
cleaned from sand, then placed again uponthe
chill or a like mandrel to allign the halves;
then drill the bolt-holes through the spots 6.
The outside may be finished, if desired, by
turning on the mandrel when bolted together.

The seat for the shaft in each half of the

coupling is a semi-cylinder lacking half the

thickness of the core H.

ke obtained even if the c¢hill C were substi-
tuted by a core of charcoal or sand. In
either case the cores H and the part C which
forms the central hole constitute a partition
which divides themold into twoseparate com-

partments.
What I claim as my invention, and deswe to

secure by Letters Patent, is—

- 1. A sand mold for castinga shaft-coupling, |

Some partof the advantage of pouring both
halves of a coupling or pulley at once would

b,
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cavities B, and core-print cavities D', in com-
bination, w1th a chill, G, seated in the cavi-

ties B, and parting cores H, laid in the print-
cavities D/, and sprue-holes adapted to admit
metal to both halves of the mold simultane-
ously, as shown and described, whereby two
separate halves of a coupling may be cast in

| one mold at the same time.

2. The combination of the sand mold com-
prising the main cavity K’, the print-cavities

B and D', parts H H and C, adapted to fit the

sald print - cavities and forming a complete

partition through the mold, and sprue-holes

connecting with the mold at both sides of the
partition, as set forth, whereby metal may be
admitted to the two halves of the mold simul-
taneously, for the purpose described.

Intestimony whereof I affix my signature in
presence of two witnesses.

JOSIAH HOBBS.

Wibtnesses:
JOHN A. UPHAM,
GEORGE L. FORBES.
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