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 To all whom it may concern:
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" ble molds. | | |
It is desirable and it is well known in the
are of molding to indicate by a numeral or

Be it known that 1. Fraxx H. Haxrurox,
a citizen of the United States, residing at
No. 343 Rector street. Perth Amboy, county

of Middleszex, State of New Jersey, have m-
~ vented certain new and usefal Improvements

in Molds for Sash-Weights; and I do hereby
declare the following to be a full, clear, and

“exact deseription of the invention, such as

will enable others skilied in the art to which

it appertains to make and use the same.

These improvemenis consist in the pro-
duction of head and enaracter-forming cores

of extremely simple and useful design and

{heir application to one-plece or non-separa-

other reference character cast in the surface
of a sash weight, the number, weight or
size thercof and it is also well known in the

“are of casting sash weights to form one-

picce sand molds for eylindrical sash weights
by inserting a number of cylindrical pat-
terns in a gate, ramming the sand there-
about, and drawing the patterns out, leav-

“ing only the end openings in the molds to
be ciosed by suitable head forming pieces
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or cores afterward applied and secured.
This practice has also permitted of sash

weights of various lengths and consequently
varying weights being formed through the
use of the same gate and cylindrical pat-
terns.  So also have head forming molds
and cores been made providing for the
change of designating characters, which

“mayv be applied to the molds for making the
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various s1zes of weights which may be made
with these patterns and which have been of

more or less intricate construction or neces-
sitated the employvment of more or less in-
tricate devices for their formation or ap-

plication. Another objectionable feature of
this type of mold has been the employment.

of frames or metal holders which accom-
panied the head and character cores when
placed in the completed mold and would be
there subjected to the corroding and baking

‘Theat of ecasting, besides that encountered In
the core ovens and which eventually have to

be scparated from the sand of the broken
mold and cleaned before being used again.
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This invention contemplates overcoming

these objectionable features by constructing
the all sand head and character forming
cores as 1illustrated in the accompanying
drawings and as hereinafter described, the

‘head formung core being applicable to all
lengths of zash weight molds and the char-

acter mairix core quickly attachable there-
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to and secured in place by the placement of

the head core in the mold.

- In the drawings Figure 1 represents a sec-

tion of the end of a one-piece mold with the

head and character forming cores applied
thereto. TFig. 2 i1s a similar view taken at
right angles to that shown m Iig. 1. g, 3

shows the head end of a sash weight as cast
in the mold shown in g 1.

Fie. 6 1s a section.

_ , e 4 15 a
view In perspective of the head end of the

sash weight showing the numeral raised

upon its end surface. IFig. 5 is a view in per-
speetive of the head forming core showing
the method of application thereto of the
character forming cove.
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through the core box for molding the head

forming core. Tig. 7 isa similar view taken

at right angles to that shown In Fig. 6. Fig.

8§ is a section through the multiple core box
used in molding the eharacter forming cores.

Tig. 9 iz a plan of the core box shown in

Fig. 8, and Fig. 10 is a cross-section of Ifig.
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8, one of the malirices being shown 1 ele-

vation. - - _ _
- Referring to the drawings, A represents
a portion of a sand mold in which the eylin-

‘drieal print « remains after the endwiso

withdrawal of the pattern. A\ head forming

core B iz chown applied to the open end ot

the print ¢ in Figs. 1 and 2 1n the manner
to complete the mold for the formation of
the sash weight shown in Figs, 3 and L
This head forming core B is provided with
a {lange & which abuts the end of the mold
A and insures the correct positionment of
the core I3 within the print « and this lm:-;i-
tionment is maintained, when the weight 13
ast, by packing sand behind the core 13 and

between the mold A and the end wall of the

flask. _ .

The sash weight head (sce IFig. 4) as cast
in the completed mold has a U-shaped chan-
nel ¢ for the sash cord and the bridge &

i forming this channel is provided with a des-
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ignating C]l.ll‘d(tﬁl cast in its nppel surface,

10

drawing.

the numeml " being that shown 1 the
~ The hmd fmnmw care 13 has the
form of a plug to fit the end of the print «
and is provided with the flange b at its outer

end to lunit its insertion mnto ‘the print while | t

its inner end is formed with an arch ¢ in the

form of an inverted U to form the U-shaped

channel ¢ in the sash weight. A dovetail

slot or channel f is formed in the body of

~ the head forming core B TUnmnge trans-

beneath the arch in such manner that it may
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shapes the budfre d of the sash weight. The
core box D is provided with openings 1n 1ts
side walls conforming to the bar g and after

mold by

versely of the core B at the hase of and
under the arch e and opening into the space

be formed by the same draw-out bar ¢ which
forms that space, as hereinafter described in
connection with the core box for making the
head forming core. A character forming
core ( 1s made dovetail in cross section to
fit the dovetail slot or channel 7 in the head
forming core B and is in length equal to the
diameter of the body p(}ltlnll of the core B3

_so that when it is inserted in the channel f

and the core BB is inserted in the mold A 1t
1s secured against movement axially of the
the dovetail construction of the
channel in which it rests and lengthwice of

said channel by abutment with the walls of
the mold A. Obviously the channel 7 need

not be of dovelail cross section though that
is a simple consiruction, but may be of Ly
suitable undercut foun to cc;m%tltute a re-
taining channel. | -
In T* s, 6 and 7 are shown qutIOHb of the
core box D with the draw-out bar g mserted
transverselv thuet]uounh The cross sec-
tion of the bar ¢ comprises the upper dove-
tail portion for forming the dovetail chan-
nel 7 in the core B and the lar oer lower body

portion designed to form the space beneath

the arch ¢ in said core which eventually

the bar is inserted the sand is rammed into
and struck from the top of the core box and

the bar ¢ withdrawn when the completed

core imay be jarred from the box.
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In Figs. 8.9 and 10 a mulhple core plate
for founmn' the character forming cores C 1s
shown. This plate consists of 2 body h
which is perforated with a sertes of rectan-
aular openings in which a series of matrices

?. ;. are mounted with their character bear-

ing faces normally flush with the face of the

bmh h. The several matrices 2. 7. are se-
cured to a connecting bar j which is held

in the normal position bv the heads of screws

k. k. and springs L [ A top plate m is se-
cured upon the body A and has perforations
with inclined side walls which perfor ations

coincide with those in the bodv 4 and form
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the side walls of the molds for the several
cores which are fitied with sand, tamped and
struck off. T he cmmectmﬂr bar j is then
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| made
{1113 of wuhtm(tmn of the herein deseribed

spanned by -mld arch; 5ub~at..mt1'111

994,388

pr essed to the bodv i eJecting the character

It is obvious that various changes may be
in the desion and in many of the de-

cores C. C. and the springs /. L. return the
matrices to their normal positions. |

devices without dep;utmfr from the %pllll of

this invention.

What I claim is:

1. A sash weight mold comprising a non-
separable body mc:-ld., a head-formimg-plug-
“core fitting said mold and provided \\'1‘[11 0
transverse retaining channel

and a  ¢har-

acter-forming core qdapted to be inserted m

caid channel from the side of said plug core

and to be retamned therein by the walls of
i said body mold after the msertion of said

80

plug in said body mold ; substantl..lll} as de* '

--cr‘bed . *.
2. A sash wewht mold comprising a non-

core having a portion adapted to o enter
fit said mold and a. flange adapled to abut

against the end of said mold, said plug core.

bemn’ formed with a ftransverse retaining

' channel, and a character-forming core .1(1.-1pt-
ed to be inserted 1 said channel from the
piug core and to be retamed

side of said
therein by the walls of said body mold after
the insertion of said plug in sald bod_'y mold
bubstantm]lv as deseribed. -

bepamble body mold.‘ a hecad-forming plug
and
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3. A sash weight mold comprising a non-

Sepﬂldhlb body mold a head-forming-plug-

cove fitting said mold and pluvlded with an
10

arch and a transverse retaaning channel at
the base of and running thr ounh sald ;11@11
a character-forming core athpted to be in-

gserted 1n said ch‘mnd from the side of said

p]uﬂ‘ with its character surface facing said
arch and to be retained thereby by the walls

of said body mold after the insertion of said

1d

plug in said bod} mold subatantmlh as d{,---':_-_'

scribed. .
4. A sash weight mold wmplhmrr 2 b(]t])
mold. a head fuumnﬂ plug core conforming

11

to said body mold and provided with a trans-

verse dovelailed channel, a flange on sawd
plug core adapted to abut against the end of

said body mold, an avch on said plug core
bridgimg said channel and a dovetailed char-
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acter- fmmuw core adapted to be inserted m |

said channel from the side of sald plug w ith

its character surface facing said arch and
to be retained therem by the walls of said
body mold after the insertion of said plug in
said body mold; substantially as described.
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5. The cmnbmatmn with a sash weight

mold, of a head-formmg core lmnnﬂ'_ A8)
arch, and a separate charaeter- forming core
seecured to said head-forming core and
as de-
5(:1'11){,(] |

The cml.bumtmu w 1th a sash weight
umhl of a head-for 111111{1'—1)111”-(' re formed
with a fr ANSVerse o ‘mnm lwvmrr undeuut
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Slde walls and an arch brldﬂ"lnﬂ' said ch‘tn-'-

nel; substantially as described.

T. The combination with a sash weight

mold of a head-forming-plug-core formed
with a transverse 1'et¢1111mﬂ' channel acapted

for the rece )t1011 of a chamcter forming

core and a flange upon said head- formmcr_

‘core adapted to engage with and pomtmn

sald head-—formmﬂ' core wﬂ:hm smd mold N
‘substantially as described. 10
 In testimony whereof I affix my swnqture, o
1n pl esence of two witnesses.

- ) FR..X\TL_ H. HA\IILTO‘T
W’itnesses .
LEestER J. SavUL,

WirLian H. Davis.

Cnples of thls patent may be ohtamed for five cents each, by addressmg the ¢ Comnussmner of Patents,
Washington, D. C.” | |
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