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1o all whom Tt may concern:

Be it known that I, JACOB SHAABER, a citi-
zen of the United States, residing at Reading,
in the county of Berks, State of Pennsylvania,
have invented certain Improvements in Molad-
ing Apparatus, of which the follow ing 18 a
speclﬁcatmn

My invention consists in certain 1mp10ve-
ments designed particularly to facilitate the
produetion of satisfactory castings for a cer-
tain class of grate bars, wherein a chamber is

formed by coring out the bar so astoleaveit

hollow throughout its length and provide a |

- series of openings.through the wall for the
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exlt of steam or vapor from the chamber into
the fire box. The apparatus which 1 have
designed for this purpose is fully described
in connection with the accompanying draw-
ings and the novel features of the invention
are specifically pointed out in the claims.
Figures 1 and 2 show respectively an ele-
vatlon and cross-section of aportion of a cast
iron grate bar for the production of which my
apparatus is more especially adapted. Figs.
3 and 4 illustrate in elevation and ecross-sec-
tion the box which I employ for making the
upper portion of the core (above the hori-
zontal line ¢« Figs. 1 and 2) which forms the
central chamber of the bar. Fig.51sa cross-
section of the box for making the portion of
the core below the line xz«. Fig. 6 shows

separately one of the metal pieces or chills

used to form the exit openings through the
wall of the casting. Figs.7 and 8 show n
elevation and section the completed core as
it appears when ready to be placed in the

‘mold.

The casting to be pmdueed as represented
in Higs. 1 and 2,is a bar A, having a central
chamber A’ extendmw the full lenﬂ‘th of the
bar and a series of inclined outlets @ from
said chamber formed in the upper wall. The
ends of the bar which are not shown may be
shaped as desired and are open so as to per-
mit cleaning out of the core which forms the.
chamber A’ and outlets «.

B B represent the sides of the core box for
forming the upper portion of the core above
the 11ne x x Figs. 1 and 2.

B’ is the bofttom of the box and B2 a sepa-
rate strip fitted between the sides B B and
resting upon the bottom piece B’. This strip

| has transverse grooves 0’ corresponding in

shape with the outlets ¢ which are to be
formed. The sides and bottom of the box
are separate pieces but are provided with any
suitable means, not shown, for holding them

‘together as shown while forming the core.

In making the main portion F* of the core

the box is placed in the reverse position from

that indicated in Figs. 8 and 4 with the open-
ing of the space b upward. Instead of run-
ning the loam into the grooves 6’ 1 provide
metal or chill pieces K (Fig. 6) the tapered
blades of which correspond in form with the
grooves, into which theyare set. The shanks
E’ of these metal pieces project into the space
b and are recessed as shown at e so as to en-
gage the core rod &G which extends the whole
length of the core, and thus at the same fime

serves to strengthen the core and firmly hold

the pieces E in proper position. The core
having been rammed up and leveled the core
board C is placed upon it and the box is then
reversed so as to rest in the position shown
in Figs. 3 and 4. In order torelease thecore
the box is then taken off of it as is permitted
by the sectional construction; first the bot-
tom B’ (now the top) being loosened from the
sides B B and the parts removed, after which
the strip B*is lifted off from the metal pleces
E being raised in an angular direction. The
remamder of the core F below the horizontal
line & £ may be formed in any ordinary core
box D hollowed at d to the required shape,
and afterward placed upon the main portion
E’ as shown in Figs. 7 and 8. The completed

~core I' may be rested upon the projecting

points of the metal pieces I without danger
of breakage.

In cleamnﬂ' the core from the casting the
bar is placed top side up and the metal pieces

E are then loosened by the removal of the

strengthening rod G so that assisted by their
tapering shape they readily drop down into
the core space from which they are ea,sﬂy re-
moved.

By means of my improved apparatus more
uniform and satisfactory castings of the char-
acter described can be produced than has
been possible heretofore and at the same {ime

far less eare is required in makingand hand-

ling the cores so that a considerably larger
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number can be made in a given time, thereby
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b’ inclined toward the horizontal, said strip
| :belng sepambly remomble from t’he COro by 20

; ada,pted to fit sald grooves fmd prowded w1th

- shanks to engage the core material, substan- SRR
tmlly as set forth. 30
Intestimony whereof I affix mysignature in

| .pwqence of two witnesses.
' JACOB SHAABER.

HOWARD P, WANNER. '
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