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DAVID GILES, OF CHATTANOOGA, TENNESSEE,
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SPECIFICATION forming part of I.etters Patent INo. 358,927, dated March 8, 1887.

Application filed Deecember 29, 1886. Serial No. 222,888, (No model.)

To all whonv it may concerw:
Be it known that I, DAVID GILES, a citizen

of the United States, residing at Chattanooga,

in the county of Hamilton and State of Ten-

nessee, have invented certain new and useful |
Improvements.in Apparatus for Produeing |

Cast-Metal Pipes; and I do declare the follow-
ing to be afull, clear, and exact description of
the invention, such as will enable othersskilled
in the art to which it appertains to make and
use the same. | |

The object of this invention 1s to improve
the apparatus for producing cast-metal pipes
for which United States Letters Patent were
granted to me bearing date April 6, 1386, and
numbered 339,402,

My improvements will be fully understood
from the following description and claims,

drawings, in which— .

Figure 1 is a top view of my improved
Fig. 2 is a vertical diametrical sec-
tion through Fig. 1. Fig. 3 is an enlarged
sectional detail of my improvements. Iig.4
is a perspective seetional detail view, and Fig.
5 is a sectional detail view. o

Referring to the annexed drawings by let-
ters, A designates a circular turn-table, which
I prefer to construct as follows:

B represents the base or foundation ma-
sonry-work, and B’ the circular vertical wall
thereof, adapted to form pits B* B°, of varying
depths, as illustrated in Tig. 2. Upon the
central raised portion, B, I sunitably key metal
plates B, which constitute the metallic floor
upon the raised foundation B, and it will be
observed by reference to Ifig. 2 that the pe-
riphery of this floor B® does not reach the ver-
tical edge of the foundation B. I theretfore
leave an annular space, a. 'The central por-
tion of B is depressed, and receives in this de-
pression the flanged base of the center pivot,
C, which is suitably bolted to it. 'I'ne center

 pivot, C, is shouldered and receives around

45

50

it a sleeve, C/, having radial angular lugs b-

formed on it, and above this sleeve 1s a re-
duced portion terminated by a nipple-bearing,
on which latter is a cap, ¥/, which is rigidly
secured to a cast-metal spider, C* from which
radiate channel-iron beams C’, which consti-

which are extended outward far enough to
constitate the lower abutments of the flasks.

At asuitable distance aboveand in the same
horizontal plane with the radial beams C° are 55
another series of radial beams, C, of equal
radii. These beams C° C*are trussed and ver-
tically braced, so that arigid unyielding turn-
table is produced, adapted to receive and sus-
tain many tons of metal. In the vertical axial 60
center of this turn-table A is a flanged con-
necting-plate, C?, to which the inner ends of
the spokes or radial beams C* are all secured.
On top of the plates or floor B’ I suitably se-
cure other plates, BY, terminating at their pe- 65
riphery in an annular upturned flange, c.
(Shown more clearly in Fig. 3.) Inside ofand
near the flange ¢ and upon the plates B 1s an
annular tread, ¢, for rolling supports ¢,

when taken in connection with the annexed | which are journaled on the radial arms ¢',that 70

are suitably secured to the upturned portions
b of the sleeve /. DBetween the rolling sup-
ports ¢ and the lower radial beams, C°, I em-
ploy an annulus, ¢}, preferably of an I shape
in eross-section and rigidly secured to said 73
radial beams . Totheperiphery of theannu- -
Jus ¢f is rigidly secured a band of teeth,c’; or, 1f
desired, the teeth may be cast on the periph-
ery of the annulus ¢®. 'With these teeth en-
gages a spur-wheel, d, which is keyed on the 8o
upper end of a vertical shaft, d’, suitably jour-
naled and bearing a beveled spur-wheel, d".
This wheel d* engages with a similar wheel
keyed on a horizontal radial shaft, &°, which
extends beyond the annular wall B and re- 83
ceives rotation from a vertical shaft, d’, by
means of geared miter-wheels @ d°. The ver-
tical shaft-df extends above the top of the wall
B’,outside thereof, and has keyed on ita hand-
wheel, d° in a convenient position to an oper- 9o
ator located on a platform, I o
The operator, in order to properly Inspect
the work, witness the several steps in the pro-
cess of making the molds, &e., and to stop and
start the turn-tableat the proper times, should 95
preferably be located near the blackwash’’
tank ¢, as indicated in Fig. 1. At this point
the commencement of the process takes place.
By means of the gearing above described
the operator, with his hands on the wheel d’, 100
can rotate the turn-table as rapidly as the na-

tute the base-beams of the turn-table A, and | ture of the work requires. -
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