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Zo all whom it may concern:
Be 1t known that I, Frepericx E. Browx,
of Winona, Winona county, Minnesota, have

ivented certain new and useful Improve-

ments 1n Molds for Brass Castings, of which
the following is a specification.”

T'Le object of my invention is to provide a

metaitic mold in which brass castings can be |

molded, and particularly the journal hrasses
ased 1n car axle bearing boxes. Tn molds
heretofore employed for casting these
brasses, the gate leads into the bottom of
the mold, the riser and vent being at the
top. 1t has been found that metal poured
m this way will fail to rise and completely
fill the mold or will settle or shrink, leaving
holes or depressions in the casting.

~Fhe prumary’ object of iy invention,
therefore, 1s to locate the gate at such a

point in the mold that the complete fitling

of the mold witl,
asstired, | -
‘A further object is to provide improved
means for forming sockels or recesses in the
casting wherein the Babbitt metal will be
locked. . |
My 1nvention consists generally in a mold
having a gate and riser in its upper end.
Further the invention consists in enlar
ing the gate and riser to form chambers
recesses therein, wherein
molten mietal will collect.
~Further the mvention consists in. blocks

the molten metal will be

-
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a supply of the

~removably mounted in one. section of the

39

cesses in the casting.

mold and adapted to-form sockels

- Further the invention consists in various

~constructions and combinations, all as here-
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inafter described and
out In the claims.

. In the accompanying drawings forming
part of this specification, Figure 1 is a ver-
tical sectional view of a mold embodying my
ivention, Fig, 2 is a transverse sectional
view of the mold on the line z—= of Fig. 1.
Fig. 3 1s a vertical sectional view of the
mold on the line y—y of Fig. 1. Fig. 4 is a
view of the lower end of the mold, Fig. 5 is

an edge view, Fig. 6 is a top view, Fig. 7 is

a sectional view of one portion of the mold,
Fig. 8 is a similar view of the ather por-
tien, ¥ig. 9 is a sectional view illustrating
the manner of removing the blocks from the
casting, Fig. 10 is a view of the completed
gxle. biass. S

| In the drawing, 2

Or UC-

particalavly ‘ppinted

- Specification of Letters Patent, Patented Aug. 2, 1910.
Application filed December 29, 1909. Serial No. 035,525,
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represents one portion
or section of the mold and 3 the other sec-
tion, adapted to be placed together to form

the mold preparatory to casting. The see-
tion 3 has a recess 4 therein and the section

2 has a longitudinally arranged bar 5 adapt-
ed to project into the recess 4 and having
openings 6 on each side provided: with

tapered side walls in which blocks 7-are in-

serted and provided with inclined faces 8
which project into the recess 4, said faces

Lterminating in a series of longitudinally ar-

ranged lips 9, formed by a corresponding
number of grooves or recesses 10, The inner
curved surfuce of the bar 5 merges into the
walls of the recess 10 on one side, as indi-
cated m I, 2o so that the lips 9 project
imwardly nto the recess 4 beyond the bar
5. ‘These blocks T are, as stated, removable
with the casting from the mold and when
the casting 15 formed, the molten metal will
flow into the recess 10 forming, when the

blocks ure removed, as indicated in Fig. 9, o

series of Tittle pockets 11 in the easting 12.
These pockets will receive the Babbitt nietal
and lock it securely in the bearing brass and
render it unnecessary to drill holes in the
brass or provide any other means for lock-
mg the Babbitt metal therein. The blocks
are readily removed from the easting when

1t s taken out of the mold, as indiecated in.

Fig. 9, the taper of the blocks allowing their
ready removal from the mold section 9. 1t
will he noted, howevep, that the taper of the
blocks and the walls on which they bear,
prevent outward movemen{ under the pres-
sure of {he molten metal. As shown in Fig.
[, the blocks T are tocated on each side of the
fongitudinal center of the mold cavity, so

that a series ot pockets will be formed in the
brass on ecach side of its longitudinal cen-

ter, and as these pockets extend trans-

verscly 1 theveasting, it is evident, that the

Babbitt metal flowing therein will be locked
seenrely against movement in either direc-
t10m. o - | * |
In the top of the mold is a gate 13 having
a- sprue hole 14 leading downwardly into
the mold. The gate is preferably provided
with a skimming chamber 15 in which the
refuse matter may be skimmed from the
molten metal. Intermediate to the ends
of the sprue hole I provide a chamber 16,

- spherical in form preferably, in which a

considerable body of the molten metal will
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collect, ﬁowing therefrom through the lower
portion of the sprue into the mold, and 1n-
suring a continuous fow of the molten metal

into the mold until it is completely filled.

10

15

A riser 17 is also provided 1n the correspond-
ing end of the mold, having a ‘spherical
chamber 19 and a recess 20 at 1ts outer end,
corresponding substantially to {he chamber

5 This riser may fill with the molten
metal and also has a chamber 19 accommo- |

dating a considerable body of 1t and 1nsur-
ing the perfect formation of the upper end
of the casting. A vent hold 21 1s provided
infermediate to the sprue and riser and side
vents 92 extend from the interior of the

- mold out thmugh- the walls thereof.
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the mold sections.

Each section of the mold has 2 handle 23,

for convenience in setting up and separating

In using the mold, the metal 1s poured
‘nto thé chamber 15 and flowing down
through the sprue into the mold, will fill
he lower end thereof, and as the metal r18es
in the mold its weight will force the

lower portion to flow into all the recesses |

-nd corners and insure a  perfect casting.
The  metal, having once reached the lower
and of the mold and filled the cavity, does
not move thereafter and may be cooled
rapidly, and this may continue until the
mold is entirely filled, the metal remainin

in very nearly the same position in the mol

that it occuples when it drops from the

sprue. This I have found to be a very much
more satisfactory method of casting brass
than where the sprue leads into the bottom
of the mold, for in-that case the metal 1S
compelled to rise in the mold from the bot-
tom to the top and as it cools rapidly, it
often does not fill all the cavities therein,
and the weight of the metal in the mold has
o tendency to retard the flow through the
sprue. All this difficulty 1s avoided by pour-

ing into the top. The metal will drop di- |
rectly to the bottom of the mold, filling all

the recesses and depressions therein, and
mounting gradually toward the sprue until
ihe mold is completely filled. The chamber
16 will fill up with molten metal, furnish-
ng a supply to the mold as it cools and
hrinks. The chamber 19 in the riser will
have a similar function. When, therdfore,
the sections of the mold are separated, a per-
fect casting will be found, from which it 1s
only necessary to remove the blocks 7, re-
place them in the mold section and repeat
the operation.

This mold, with suitable modifications, 18
also adapted for use in casting the brasses
for driving boxes where great trouble 15 ex-
perienced owing to the shrinkage of the

~ metal In the casting.

65

The mold is preferably made of a mix-
ture of 70% of soft iron and 30% of sreel.
I have found that this proportion used

v in the manufacture of the metallic mold
will render it very much more durable

I have also found that a percentage. of
steel mixed with the iron in the mold will
make the walls of the mold of finer grain
and produce a casting with a smoother sur-
| face than has been possible to obtain here-
tofore with the ordinary iron mold. '

I claim as my invention: /.

1. A mold for brass castings comprising
gections adapted, when placed together, to
form a cavity, a gate having a sprue lead-
ing to said cavity, and said gate having a
chamber provided with a flat bottom and
communicating at one end with the sprue.

9. A mold for brass castings, comprising
| metallic sections adapted, when placed %o-

sprue formed in the metal sections leading
formed in said mold intermediate t¢ the ends

quantity of molten metal.

3. A mold comprising sections having 2
cavity therein, a block removably mounted
in one of said sections and projecting 1nto
said cavity and havin lips formed thereon

center of said cavity, whereby pockets will
be formed in the casting. L

posed of sections forming a cavity therein

having a longitudinal bar and openings ON

‘ench Side thereof and blocks fitting withm

said openings and having means preventing
iheir outward movement, said blocks pro-

jecting into said cavity and having lips
formed thereon, whereby pockets or depres-
sions will be formed 1n the curved surface of
the brass, and said blocks being removable
with the brass from said mold, substantially

as described. -
ournal box brasses com-

5. A mold for }
posed of sections forming a cavity therein
when placed together, blocks having tapered
surfaces fitting within sockets in one of said

sections and projecting into said cavity, said

snid sections having a curved surface be-

tween said blocks, and sald curvefi surface
and the inclined surfaces of said blocks

eurved surface of the bearing brass, and said
or depressions in the brass, for the purpose
specified. - . N
6 A metallic mold composed of a mixture
of soft iron and steel in the proportion ©

stegl. -~ <
| 7 A metallic mold comprising  sections
| adapted when placed together to form &

R

‘han one composed entirely of iron and

gether, to form a cavity, & gate having &

to said cavity, and a reservoir chamber

when placed together, one of said sections

blocks having ‘nelined surfaces and one of 1

forming the wall of the mold for the inner

blocks having means thereon to form pockets

| cavity between them, a gate and. a Tiser
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of said sprue and adapted to tontain 2
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at intervals on each side of the longitudinal

4. A mold for journal box brasses com-
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| substantially two parts of iron to one of .
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located in one end of said mold and having | In witness whereof, I have hefeunto set

sprues - cbmmuﬁicating with * said cavity, , my hand this 92nd day of QOctober 1909,
said sprues being comparatively small in |

Cross section and having reservoirs formed - FREDE‘RICK £, .BROWN ‘
5 therein intermediate tg their ends and | Witnesses: - - '

adapted to con‘sin s quantity of molten | I, CRONEN,

metel, Tor the purpose speciﬁed}f S [ -

J. A. Bymeron.
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