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To all whom Tt ?:@@y concern:
Be it known that we, CHARLES L. MILLER
and JEROME R. GEORGE, of Chicago, Illinois,

haveinvented a new and useful Improvement |

in Molds for Blast-Furnace Cast-Houses, of
which the following is a specification. '

The objectof our invention, whichis an im- |

provement upon the one described in our ap-
plication filed December 31, 1892, Serial No.
456,922, 18 to improve the construction of the
molds or “chills” used in blast furnace cast-
houses; and theinvention consistsin the fea-

- tures and combinations hereinafter described
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and claimed. - | .

In the accompanying drawings, Figure 1is
a plan diagram of a portion of a blast furnace
cast-house; Fig.2 a cross section taken inline
2 of Fig. 1; Fig. 3 an enlarged plan view of a
portion of one of the molds; Fig. 4 a side ele-
vation of the same; and Figs. 5, 6 and 7 sec-
tional views taken in lines 5,6 and 7, respect-
ively, of Fig. 3. - .

In construeting our improved mold for blast
furnace cast-houses, we prefer to form the

mold, A, in sections, so as to render it con- |
venlent to handle in making, placing and re-

moving. When so constructed, the several
sections are adapted to fit together to form a
single mold, with one or more forms or chan-
nels, a, as desired. In such case also, the

- parts or sections may be secured together by
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links, a’, passed over ears or lugs a? east on
the several sections; or the parts may be se-

cured together by keys, bolts or otherwise.

We also prefer to form ribs or projections, a?,
in the forms or channelsof the mold, to cause
corresponding notches or depressions in the
cast metal. This enables the cast metal to be
readily broken into uniform lengths, as de-
sired. In using our invention, however, itis
not necessary, but only preferable, that the
molds be formed in sections or with ribs or
projections.

Tofacilitate removal of the cast metal from
the mold, we prefer to form openings or re-
cesses, a4, in the walls and partitions between
the forms or channels, and to have the same

filled with clay, sand, or other refractory ma-

5O

terial during the process of casting. When
the metal is cooled, this refractory material
may be knocked out or removed, and the grap-

pling tongs, A’, inserted and caused to take !

‘ent positions or kinds of work.

o _I.ho]d df'the_ _cast_ metal. -(Sele Flg 2.) In us- .

ing ourinvention, however, these featares are

not really necessary. _
To conduct the molten metal from the main

runner, B, of the cast-house to the mold, we
employ a neck, gate, or short runner, C, (this

part will hereinafter be called a short runner)
having openings, ¢, leading to the several
forms or channels in the mold.- This short
runner may be cast integral with the mold or

separate therefrom, as desired. When cast

separate from the mold, it may be secured
thereto by links passed over ears or lugs, or

| by keys, bolts or otherwise. The metal inlet,

¢’, in the short runner is preferably at one
side, or out of the direct line of the first form
or channel in the mold, so that as the molten
metal flows in from the main runner, it is

caused to flow in a direction substantially par-

allel therewith, and at right angles to the
forms or channels in the mold. In order to
regulate the flow of the molten metalinto the
forms or channels, we make the openings, c,
of different sizes or widths, as required by
their order or position. As shown in Fig. 5,
the opening farthest from the metal inlet is
the smallest, and the two middle openings the
largest. In practice, particularly for certain
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kinds of work, we haveobtained good results -
by making the opening nearest the metal in-

let five inches in width, each of the next two
openings six'inches, and the last opening four
inches; but of course the size or width of the
openings may be varied as required in differ-

To avoid the cooling of metal in the short
runner—which requires it to be afterward
broken or separated from the cast metal—we
prefer to place the short runnerin such posi-
tion that the bottom of its channel, ¢? shall
be above or on a level with the top of the
forms or channels in the mold. (See Figs. 5
and 6.) This permits the metal to drain out
of the shortrunner,and prevents the forming
of parts corresponding to “sows” in ordinary
pig-beds; and, of course, such parts not being

formed the labor of breaking or separating

them from the cast metal isavoided. But this
relative elevation of the short runner is only
preferable, and not in all ,cases necessary..
It will be understood that we do notintend
to limit ourselves to specific forms, minor fea-
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- inlet from the main runner into the short run- |
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tmes or details of eonstruction, or to the use
of all our improvements together or in a sin-
gle mold or group of molds.

We claim—

1. In eombination Wlth the main runner of
a blast furnace east-house, a short runner lead-
ing from the main runner and having side
openings therein, and a mold having t01 ms or
channels extendm aatright angles to the short
runner opposite 1ts mde openings, the metal

ner being at one side or out of the direct line
of each form or channel in the mold, substan-
tially as described.

2. In combination with the main runner of

|
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ablast furnace cast-house, ashortrunner lead-

ing from the main runner and having side

openings therein, and a mold having forms or

channels extendm gatright angles 1:0 theshort

| runner opposite 1ts sufle openings, interme-

‘diate openingsintheshortrunner being wider
than the openings next to the metal inlet or

farthest therefrom, whereby the flow of metal

into the forms or channels of the mold is regu-

lated, substantially as described.
CHAS. I.. MILLER.

JEROME R. GEORGE.

Wltness 08
- HEPHRAIM BANNING

THOMAS A. BANNING
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