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- connection with the bottom of the ﬂa,sk or
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the flask, :;md I‘lﬂ
strips.
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SPECIFICATION formmg palt of Letters Patent No. 433, 361 d&ted J uly 29, 1890

Apphc&tmn fled Aprll 3, 1890 verial No, 346,421,

To all whom it Ay COTLCerH

. Be it known that we, JAMES OLIVER and
CHARLES ANDERSON, of South Bend, in the
county of St. Joseph and State of Indmna
have i1nvented certain new and useful Im-
provements in Molding-Flasks; and we do
hereby declare the follownw to be afull, clear,
and exact desecription of the invention, such as
will enable othersskilled intheartto which it
appertains to make and use the same.

Our invention relates to an improvement

in molds for casting chilled articles, such as
the various parts of a plow, and more partic-
ularly the mold-boards of plows.

A further object is to provide improved
means for utilizing steam in the chill-pan and
to otherwise reduce the expense, time, and
labor required in casting by a convenient dis-
position and arrangement of parts.

With these objects in view our invention:

congists in a stationary chill having a raised
chill-surface made in the shapeof the article
to be chilled and surrounded with a depres-

sion or groove adapted to receive a quantity.

of molding-sand, or sectional metal fillers in
lieu thereof, against which the edges of the
casting are formed, in combination with a
drag filled with molding-sand; and it further

congsists 1n certaln novel featuresof construc-

tion and combinations of parts, as will be
hereinafter described, and pointed out in the
claims.

In the .:10(301111)&1137111:? drawings, Figure 1is
a view in perspective of the ch111-5ect1011
Fig. 2 1s a similar view of the other section.
Fig. 3 1sa view of the reverse side of the chill-
section. Kig. 4 1s a sectional view through
5 shows the metal filling-

A 1ep1 esents the chill or camuona,ly section
of the flask, the same being hollowed out or
concaved on__lts under _smface to form, 1n

drag, a steam-chamber, and a hole 1 isformed

conveniently in one end of this section for

e g e

|
|

| the reception of a jet of steam. _
posite or upper surface the chill or chill-sur-

d—1in lieu of the sand

ablesection of the

(No model )

On the op-

face 2 is located. This surface is raised suf-

ficiently by the convex contour of the surface

above the outer edges of the section, so that 5o

its entire surface may be easily reached and
operated upon by an emery-wheel or other
instrument for finishing the surface off, and
around the edges of the chill or ¢hill- surface
and between its edge and the edges of the
section an encnclmg groove- or depression 3
is provided. The purpose of this formation

55

is to receive a layer of molding-sand, against

which the edges of the castmﬂ are fm med.
As 1t requires considerable Q;]-’.:111 to remove a

casting without disturbing this layer of sand,

it has been fouud feaslble to employ me’ccﬂ
filing-strips 5

to assume, the only difference being that they
do not fill the enfire deIJIGS%IOl] as the space
6 (indicated by dotted lines) is left, in which
sand is rammed, and the gate is pldced to
form a passage for the molteu metal, which
is poured in through the Spme-—hole in the
other section to form the casting. - |

6o

These are made in ;]ust '
the size and shape which the sand is made’

The numeral 7 represents the cope or mov-

lask. Thissection consists
preferably of a ring or band formed to con-

75

form to the shape of the chill- section, so that
the two when together fit each other nicely.

‘This section is “rammed with sand and is

provided with the sprue-hole, into which
the molten metal 1s poured. As this section
1s not unlike others previously shown or de-
scubed, a further description is deemed un-
necessary.. |

The sections are preferably hinged at one
end, so that the upper scetion or cope may be |

easﬂy opened or closed, and at the opposite
end the Stationmysection or drag 1s provided

30

with a hole and the cope with a pin to enter

the hole. This keeps the sections together,

and with the hinge prevents their shdmo*

90
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apart, but, on the otherhand, doesnot prevent
their being swungapart. Forconvenience in

raising and throwing the cope back a handle |
or thumb- -plece 8 18 fmmed on the upper sec-

tion.

In operating the flask when sand is used in
the chill-section the pattern is placed on the
chill-surface and the sand is rammed up In
the depression. Then the cope is placed on
and rammed with sand. The flask is then
opened and the pattern and gate are removed,
and Whep it is desirable to make a castmn
the flask is closed and molten metal 1s pour ed
in through the sprue-hole 9, formed in the
cope. The flask is now opened and the cast-
ing is removed, and the operation of molding
and casting 18 then repeated.

- The metal pieces 5 5 may be made detach-
able and removable, or they may be perma-
nently riveted or otherwise secured to the
chill. The advantage of using the metal fill-
ing-pieces instead of sand 18 that they insure
a perfectly true and uniform edge to the mold-

“board and further lessen the expense of mold-
We may cast the metal filling-pieces |

ing.
Sohd with the chill; but in view of the fact
thatitisdifficulttogrind andfinishthe surface
of the chill clear to 1ts outer edge, owing tothe
difficulty of operating an emery-’wh_eel in the
angle between the metal filling-pieces and the

- extreme outer edge of the chill, we prefer to

35
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make the metal filling-pieces separate from
the chill and secure them thereto, whereby
we are enabled to impart an even and uni-

form surface to the entire surface of the chill. |
| _'VVe thus provide the operator with two fill-

ings, either sand or metal, either of which he

may use as he may find best fﬂuted for any

particular kind of work.
The chamber underneath the drag is filled
with steam by a nozzle attached to a flexible

- hose being inserted in the hole in the drag.

A row of the flasks being ready for casting,
steam 18 very quickly conveyed to the eham-

ber of each drag by simply inserting the noz-

zle in the hole ot the drag and allowmn‘ steam

55

- bo

‘to flow therein, when the nozzle 1s 1emoved
‘and inserted in the nextdrag, and so on until
‘any number of drags have been charged with
In this way a large number of drags

“may be quickly and
- quired temperature for casting.

steam.
::‘Lsily heated to the re-

‘We have referred to the fact that we pref-

erably employ a raised chilled surface, in

order to facilitate the grinding and burnish-
ing of the chilled surface.

‘of the drag.

. .can very qumkly impart an uniform and even

surface to the entire surface of the chill, and |

| of the chill-surface, of a
By reference to
the drawings it will be observed that the c¢hill- .
surface is raised above the outer rim or edoe |
This 1s done 1n order that Lhe ;
eh111—%111faee may be subjected to the sweep .
of the carriage or emery-wheel, whereby we

| this operation would be exceedingly difficult,

if not impossible, should the cehill-surface be 65

located in a plane with or below the plane of
the outer rim of the drag.

The chill-surface at its edge where the
gates are located is preferably formed with a

removable section or sections 10, which may 7o

consist of a narrow strip of metal, as shown,
and be fastened in place by rivets or in any
other desired manner. The object of the re-
movable chill-section is as follows: In using
the chill the molten metal i1ssues from sev-
eral holes formed at the edge of the chill,
and as the highly-heated streams of metal
come in contact with thisedge they will oper-
ate to form little grooves in the edge of the
chill, and thus after a time render the cast-
ing rough and grooved on thisedge. To pre-
Vent this and pmwde ready means for re-
pairing the chills at a small expense, we pro-
vide these renewable sections, so that when
the edge of the chill has been grooved bythe
several streams of molten metal flowing over
it we simply remove this worn section and
replace it by a new one, and thus provide a
practically new chill. In finishing the chill-
surtace we secure the 1enewable section in

place and then grind the entire surface, and

thus impart an even and uniform surface to

75
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9¢

both the main portion and the renewable sec-

tion. In this way we prevent the chill-sur-
faces of the articles from showing any lineor
ridge at the joint formed between the chill-
surface and the renewable section. |

Having fully deseribed our invention, what
we claim as new, and desire to secure by Let-
ters Patent, is—

1. Inamolding-flask, the combination, with
a drag-section hcwmg a depression or groove
formed entirely or partly around the chill-
surface and between the latter and the edge
of the drag, of a filling adapted to extend the
entire length or palt of the length of the
channel or dep1 ession and project a distance
above the chill-surface approximately equal
to the thickness of the article chilled, and the
outer edge of the drag extending ﬂush with

the suﬁaee of the ﬁ111n9,, substantmlly as set
fmth

. The combination, with a drag-section
| h:;wmw a chill-surface ther eon, around which
| is & cha,nnel or depression fOrmed between

the chill-surface and the edge of the drag,

95
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and a removable section formed on one edge

filling adapted to ex-
tend the entire length or part of the length of
the channel or depression and project a dis-

tance above the chill-surface approximately

equal to the thickness of the article chilled,
and the outeredgeof the dragextending flush
with the surface of the ﬁllmg, substantially
as set forth.

3. The combmatwn with a dI'aﬂ‘-SGCtIOIL
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having a raised metallic chill-surface, a wa- | specification in the presence of two subserib- 15
ter or steam receptacle back of this surface, | ing witnesses. |

‘a depression or channel formed around the

chill-surface and between the latter and the JAMES OLIVER.

Witnesses:

5 outer edge of the drag, and a cope-section |
consisting of a rim of ﬁ{eta,l filled with mold- %E% EI.C])?)(()B‘};}TS}TING’ -

ing-sanéfl , of sectional metallic filling-strips In testimony whereof 1 have signed this
gﬂﬁ%ﬁmf&%?ﬁ ;I;Ehciﬁél %?]1,5 é)rr eggglgg S,t?lg specification in the presence of two subserib-

: : ing witnesses.
10 drag and a distance above the chill-surface @ TR

approximately equal to the thickness of the o CHARLES ANDERSON
‘article to be molded, substantially as set | Witnesses: | |
forth. | E. C. NIPPOLD,

~ In testimony whereof I have signed this | MicHAEL MALOTT MATTHEWS.
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