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UNITED  STATES PATENT OFFICE.

WILLIAM WARD CHAPMAN, OF PRESCOT,

ENGLAND.

MOLD FOR CASTING BATHS OR OT*H'ER'VESSELS.

SPECIFICATION Iermmg pert of Letters Pa.ten.t No. 682 841 dated September 1'7 1901.
Apphea.tlon ﬁled Deeember 27, 1900 Serial No 41,210 (No model.)

To all whom it may concern: |
Beit known that I, WILLIAM WARD CHAP-
- MAN, iron-molder, a subject of the Queen of

Great Britain, remdmw at Prescot, in the

land, (whose full postal address is 26 Wm-
ngton road, Prescof, aforesaid,) have in-

vented cer tain new and useful Improvements
in Molds for Casting Baths or other Vessels,.

of which the follewmn' is a.specification.

In the manufacture of baths the usual plan
has been to cast them in sand molds, which,
is a somewhat slow process, as a
mold hee to be made for each casting, and a

workman at the quickest rate could hardly

make more than two molds a day. Now by
my present invention I make the baths or

other vessels of iron, zine, spelter, alumini-

um, orothersuitable maberlal Furthermore,
1 dISpense altogether with the use of sand

and make the molds for casting of iron, steel
or other metal suitable for the | purpose The_
great rapidity with which zine and spelter-

~ch1ll and become set caused dlfﬁeulhes hith-

erfo in the use of metal molds. This rapid
setting and consequent contraction of the

spelter in a rigid metallic mold would cause .
the cast mebel to crack, because the metallic

mold would not give, as a sand mold would,
to the contraction of the cast spelter. To
remedy this, I form the core of the mold in

sections, which are capable of being. drawn
in or contraeted thereby allowing the cast-

ing to contract Wlthout being in] ured at all.
Refemng to the accompanying drawings,
Figure 1 is an elevation, partly in seetion, of

a bath-mold in pomtmn for pouring in the

metal; Figs. 2 and 3, details of Fig. 1, to be
hereinafter described; Kig. 4, a longitudinal

section of Kig. 1, showmfr the mold in an in-

verted position; Flg D, eplen view, partly in

- section, of a portion of Flﬂ' 43 Kig. () a detail

45

50

of Kig. 5 Fig. 7, a cross- sectlon throun'h Fig.

4: Flg 8 a detail of a pormon of Fig. 4 Fw

9 an enla,rﬂ'ed detail view of a portion of Flg _

7 Figs. 10 and 11, anelevation and a plan of a
shght mod1ﬁcat10n of part of Fig. 4; Fig. 12,

aplanof themold. Fig. 13isa detail showmg
“one method of mountmg the end pieces upon

the standard, hereinafter described.
In the drawings, A is the outer metal cas-
ing of the mold, which is suPported on trun-

1

ny
)

'5 county of Laneas’rer in the medom of Eng- |

shown at N, Fig. 6.

nions B ,and is provided with arms or lugs C

to receive the sling of the crane for the pur-

pose of turning the mold from the p031t10n
shown 1n Fig. 4 to that shown in Fig. 1. |
Disthefunnel into which the molten metal

55

i poured, and E a handle for holding the fun-

| nelin position while filling the mold and for
removing it when sufﬁment metal has been
.poured in.

I is & sliding valve for elosing the aper—

ture when the funnel is removed.

It has been found that the censtant_lmpme‘-

ing of the molten metal on one portion of the
inner casing or core G wears it away at this
Now to remedy this I in-
sert a plug H, of metal, which is kept in po-

8ition by means of a bar or strap I.

particular place.

(Seen
more clearly in Fig. 3, which isan underneath

plan view.) When certain metals—for in-
stance, iron—are being cast, I prefer to forma

recess in the plug H and to fill such recess

from the dra,wmﬂ'e_ that the bottom part J is
one piece, but _bhe sides and ends are made
up of several pieces.. In the drawings two

separate plates K and L on each side are

shown, which plates are benf, so as to form
the large end of the core G, as well as the

sides, as shown more clearly in Fig. 5, the
small end M being formed, preferably, in one

piece and fitting with 'the side pieces, as

not meet at "the large end, but a space is left
between to be occupled by a plate O, Fig. 5,
which can be withdrawn to allow for the sides
contracting. In the arrangement shown the
end M of the core and the filling-in piece O
are slackened or drawn in.by hand at the
proper time by means of lever P, working in

a stop-guide P’, links Q, sliding blecke R, and

rods S to Whleh latter the end pleces are

could be employed, such as hand wheels and
screws. The connection between the rods S

| and the end pieces may be made by means

of metal straps S, which are riveted to the

4 and 5, or sockefs S* may be formed on the
plates, into whleh the ends of the rods S are

The plates K and L do

6e.

with charcoal, as shown in Fig. 2, which isa
section throu ﬂ'h the plug and a port10n of the
core .

| Referrmﬂ' now to the (3016, it will be seen.
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fixed: but it will be evident that other means =

100

| rod ends and the end pieces, asshown in Figs.
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screwed, brazed, or otherwise fixed, as shown | tral standard T, as shown in Figs. 10 and 11,

in Fig. 13.
matically to the pressure of the contracting
metal. The manner whereby this is done

and which is shown in Fig. 7 consists in hav-
ing a standard T situated in the center of the ;

core and supported Ly fixed vertical spindles

U,Fig. 4,passing through it. Hollow bossesT" !

are formed on this standard to receive springs
V and the ends of rods W, which latter bear
against the springs, the other ends of such
rods being fixed to the side plates K and L.
In order to give more support to these rods
and to prevent the springs forcing the plates
K and L beyond the required distance apart,
a frame X, Fig. 5, is provided, resting on the
bottom of the core and having holes through
which the rods W pass. Further, by having
collars Y on the rods bearing against the in-
side of the frame these collars, while not in-
terfering with the rods being pressed inward
against the pressure of the springs, will limit
their outward movement.

I do not confine myself to the aforemen-
tioned automatic arrangement as, if it were
deemed advisable, the sides could be con-
tracted by hand by means of levers 1, asshown
by dotted lines in Fig. 7, such levers being

fulerumed to arms 2, fixed to the central

standard T, and engaging pins on the rods
Y. Furthermore,in order to make it impos-

sible when springs are used for the side sec-

tions of the core to yield before a given time

I provide vertieal screwed spindles 3, mount- |

ed in the central standard T, and bars 4,
having. pins 5, adapted to enter holes in the
rods W. These bars are threaded onto the
spindles, and when the pins 5§ fixed thereto
enter the holes in the rods the latter are

locked; but on the hand-wheels being rotated |

the pins are raised out of the holes in the
rods W, thereby freeing the same.

As this mold has been designed prinecipally
for baths having flanges, I provide for this
as follows:

6, F'ig. 9, is a loose strip of metal curved
in cross-section, as shown, and extending all
around the edge of the bath and supported
by screws 7, by means of which its height is
adjusted between the flange 8 and the outer
casing A.

9 represents brackets which support the
flange 8 and serve as nuts for the screws 7.

101s a piece similar to the piece 6 and is also

free to be moved vertically by the screw 11.

12 is an angle-iron one flange of which is
removablysecured to the flange 8 of the outer
casing A, its other flange being attached to a
bridge-piece 13. The latter in addition to
forming nuts for the serew-pins 11 also serves
to connect the angle-iron 12 with a skeleton
frame 14, which is attached to the top of the

central standard T by nuts serewed on the

end of vertical rods U, which pass through
the frame 14.

In order to better support and guide the
filling-piece O, Fig. 5, I may extend the cen- !

T'he sides in this case give auto- .

and form a recess orslot 15 therein to receive
the extended portion 16 of the filling-piece Q.
Pins 17 pass through elongated holes 18 in
the standard T and through the portion 16 of
the filling-piece O, the latter being also sup-
ported by the rod S, which is operated by the
lever P, Fig. 4, in the manner before de-
seribed.

The adjacent edges of the side plates K
and L of the core are preferably sloping, as
shown in Fig. 8, with an overlapping strip 18,
fixed to the upper plate.

The mode of action is as follows: After
screwing up the different parts, so as to make
the joints tight, the mold is turned into the

position shown in Fig. 1, and the metal is

poured into the mold, asuitable air-vent be-
ing provided. I assume that it will take at
least forty-five seconds for the spelter to chill
and become set, and immediately sufficient,
metal has been poured in the mold is invert-
ed, and the different sections forming the
core are freed, so as to give automatically to
the pressure exerted by the contracting metal
or are drawn in by means of {levers or other-
wise. After casting, the coreand its connec-
tions are raised and the cast article removed.
The molds by constant use are kept at a high
temperature, and this prevents any sudden
chilling of the spelter in casting.

'This inventionis specially suitable in cases
where a large number of castings are wanted
of one and the same pattern.

I declare that what I claim is—

1. In a mold for casting baths and like ar-
ticles,the combination of a core built up of sec-
tions adapted to yield under the pressure of
the article being cast, an outer casing of the
shape of the article to be cast, trunnions sup-
porting said casing at each end in such man-
ner that the mold and core can be turned up-
side down, an aperture in the bottom of said
outer casing through which the molten metal
can be poured, and a plug H to prevent the
excessive wearing away of the core beneath
sald aperture, substantially as deseribed.

2. In a mold for casting baths and like ar-
ticles, the combination of an outer casing
having the shape of the article to be cast, a
core consisting of a bottom formed in one
piece, two sides each of which is made up of
two or more pieces one above another and ex-
tending around to nearly meet at the large
end of the core, a removable piece adapted to
fill in the space between their nearly-meeting
edges, an end piece at the small end of the
core, means for drawing back said end piece
when required, and means for expanding or
contracting the side pieces, substantially as
described.

3. In a mold for casting baths and like ar-
ticles, the combination of an outer casing A,
a core (x built up of a plurality of sections,
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means whereby the sections may be made to '

vield under pressure; a detached flange 8,
surrounding the margin of the casing A ; sup-
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porting - brackets 9, connectmﬂ' sald flange
with the casing A; angle irons 12 connecbed
to the flange 8 an inner skeleton frame 14;
bridge-p_ieces 13 connecting the angle-irons
12 and skeleton frame 14; relatively adjust-
able strips 6 and 10 bridging the space be-
tween the flange 8 and the casing A and core
G respectively; and screws 7 and 11 on which
the strips 6 and 10 are respectively mounted
turning in fixed nuts in the brackets 9 and
bridge-pieces 13 respectively, to effect the
vertical adjustment of the strips 6 and 10,

substantially as and for the purposes set

forth.

4. In a mold for casting baths and like ar-
ticles, the combination of an outer casing hav-
ing the shape of the article to be cast, a core
made up of a plurality of sections, a stand-
ard provided with bosses, a spring_in'each
such boss, a rod guided in each boss the end
of said rod being in contact with said spring,

- the other end of each rod being rigidly eon-
- nected to one of the sections of said core,

30

35

and means for preventing said rods from fore-
Ing back said springs and sliding deeper into
sa,ld bosses for as long a time as desu ed; sub-
stantially as deseribed.

5. In a mold for casting baths and like ar-

' ticles, the combination of a casing A, a core
G built up of sections, a central standard T,

rods W connecting said sections of the core

to said standard in such manner as to allow

said core to yield to the pressure of the article
being cast, screwed rods 3 and arms 4 work-
ing on said rods, and pins § carried by said
arms and adapted to engage and hold the
rods W, substantially as and for the purpose
set forth

.

"

S

6. In a mold for casting baths and likear-
ticles, the combination of a core G built up 4o
of sections, a central standard T within said
core, rods W connecting said standard to the
sections of said core in such manneras to al-
low said core to yield under the pressure of
the article being cast, collars Y on said rods,
and a frame X surroundmﬂ' the standard T
through which the rods W pass, and against
which the collars Y are adapted fo bear, sub-
stantially as described.

7. In a mold for casting baths and like ar-
ticles, the combination of an outer casing A,
a core (3 built up of a plurality of sections, a
standard 'I' within said core, rods W connect-
ing the sections of said core to the standards

45

KO

in such manner as to allow said core to yleld 55 '

under the pressure of the arficle being cast,
aframe X surrounding the standard T throu 0'11 .
which frame the rods W connecting the sec-
tions of the core to the standard pass; collars -

X on said rods adapted to bear against said 6o
frame, brackets 9 mounted on sa,id-outer cas-
Ing A, plates 6 adjustably mounted in said

Dbrackets, a flange 8 mounted on said brack:

ets, an ancrle iron 12 connected to said flange
8, a bmdge -piece 13 connected to said angle- 6%
iron; a skeleton frame 14 connected to said
bridge-piece, and plates 10 adjustably mount-
ed on said bridge-piece, substantla,lly as de-
seribed.

In witness whereof I ha,ve hereunto signed 76

my name, this 8th day of December, 1900 in

the presence of two subscribing witnesses.
WILLIAM WARD LHAPMAN

Witnesses: |
G, C, DYMOND, |
AILBERT 0 B. HENRI
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