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To all whom it may concerrn:

Beitknownthat I, JOEN STAUFFER, of Day-
ton, county of Montgomery, State of Ohio,
have invented anew and useful Improvement
in Patterns for Casting Frames for Ience-
Ratchets; and I do declare the following to be
a full, clear, and exact description of the 1n-

vention, such as will enable others skilled in

the art to whieh it appertains to make and use
the same, reference being had tothe accompa-
nying drawings, and to theletters of reference
marked thereon, which form a part of this

~ specification. _ |
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My invention consists in a pattern for
making the frame to be herein described,

- stretching wire fences deseribed and claimed
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in United States Letters-Patent No. 499,260,
oranted to me,; June 13, 1893. The method
employed for casting said frame prior to my
invention was by using an auxiliary core

for the several openings in said frame and

which ecore was previously made aund in-
serted in the mold flask after the removal of
the pattern. It was claimed by numerous
persons familiar with the art, that to ‘make
the casting without using the aforesald sep-
arately formed core was not possible. As the

item of the cost is one of importanes, in the .
_ ' | the
with the use of a separate core was highly |
necessary and desirable. By the means af-
forded through the agency of my invention
these ends are accomplished; the costis ma- |

construction of this frame, the dispensing

terially decreased by constructing said frame

without the use of a separate core; and fur-

ther the facility with which the frames are
made is greatly increased. Foradetailed de-
scription of my method of constructing the

same, the annexed drawings are referred to,
in which— | L
~ Figure 1 is a side elevation of the pattern

used in making the mold for the casting.
Fig. 2 is an end view of the same. Tig. 318
a similar view of Fig. 2, with the upper half
remmoved. Fig. 4 is a side elevation of the
upper half of the frame removed. Fig.51sa

‘partial section showing one of the joints.
Fig. 6 is a side elevation of the frame having.

to the ratchet mechanism supported therein;

Fig. 7 a detail, detached view of the spool
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| the part A, the top

g

kin . 1, | moving.
which supports the ratchet mechanism for

socket for the ratchet pawl . In the

views of the ratchet pawl. o
Tt will be seen from the drawings that the

 ename has several openings therein and that,

ordinarily, in casting said frame, the pattern
‘would be removed from the flask and a core
inserted therein for each casting; this was ob-
jectionable for several reasons, in addition to

| those herein-before mentioned; 1t was diffi-
eult to place the core in an absolntely correct
‘position in the mold and this resulted oiten

in some partof the casting being weaker than
the other parts, and the oathering of fins
thereon, that consumed time and labor in re-
This objection I remove by con-
structing the pattern for the frame in two
parts, A and B, the two parts being joined by
lugs (@) on the upper part A, enfering corre-
sponding sockets (b) on the base part B, and
which adapts said parts to be easily separated
Dy lifting one from the other. These two sec-

having: the ratehet thereon; Fig. 8 detail
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tions of the pattern are made (o separate

when disconnected, through the openings ¢, in
which the ratechet spool C has a bearing, and
the opening d, in the ledge e, which forms a
draw-

ings, the npperside portionsare shown to have
a curve, they may with equal facilitybe made
square, withont effecting the separation of
parts. | o ) -
Any desirable number of the patterns may

‘be joined in a gate and the impressions or

molds of such number taken atone time.
The molds are formed in the following
manner: A three part flask, of the necessary
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size is provided, which 1s a common form of

molder’s flask, therefore, it is not thought
necessary to describe it in detail, the pattern,
or group of patterns is

‘the proper amount of sand is then packedin
the flask to obtain the impression of the pat-

tern; this being done, the top section of the
flask is removed, and part A of the pattern
removed by means of the transverse strip /&

placed in this flask;
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which is attached to the two sides forming

of the flask is then re-

placed, and the entire flask turned over, when
the bottom part is removed and part b of the
pattern removed, and that part of the flask
replaced similar to the removal and replace-
‘ment of the top part of said flask. Itwilibe

100




2

516,081

I:'t
o
e
O
.QA
-
=
B
A~
G‘
‘_‘*c:l
e
=
Pk 8
_Gﬂ
B
. D
v
e
Q
Q.a
Q@
h
|_-.J
e
B
]
E
i:f
oQ
c-’..
;::r‘
- P
Eﬂ
ET‘
E-‘w
g
'ﬁ
N
B ‘i
D“‘
D
GJ
a2
U
P
'T'_':'
"D
B
#
sl &
Q..
=
UJ
l'+
L::r‘
D
s
e
"'U
e
g
Ne)
_
=
!
. O
ﬁ.x

Iel&lmasmylnventl'-4-—3-22:2;%?***55??5 RJMOCARTY”**“N'“'*“*“*-**”

 . 5;;§;  ; ..... A pattern for casting ratchet frames, co-'zlaassﬁvaLDUN.Ni --------




	Drawings
	Front Page
	Specification
	Claims

