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2 Claims. (0]. 22-403) 
This invention relates to the manufacture of 

composite brake drums, and more particularly 
to casting metal around connecting means which 
forms a bond with the brake ring portion of the 
drum and with the web portion as well, the lat 
:ger being poured prior to pouring the, ring por 
on. 

In the present invention, the complete brake 
drum may be cast in a mold without disassembly 
of the mold, the web portion being poured sep 
arately from a ring having a braking surface 
portion thereon. Means are provided to separate 
the cavities in which the ring and web portions 
are formed to preclude or retard flow from one 
cavity to thepother, thereby making it possible 

' if desired, to cast the respective portions of the 
brake drum simultaneously” At the same time, 
the separator is‘so formed and positioned in 
the mold that it is embedded in the ring and 
web portions and forms a bond and connection 
therebetween. 
The invention will be further understood from 

the following description thereof, the accompany 
. ing drawing illustrating a preferred form of ap 
paratus for carrying out the method. 
In the drawing: 
Fig. l is a sectional elevation of a mold em 

bodying the features of the present invention; 
Fig. 2 is a fragmentary section of a modi?ed 

form thereof; 
Fig. 3 is a iragmentary‘sectional view of the 

connecting ring. 
Referring to the drawing, it will be seen that 

the type of wheel to which the invention is par 
ticularly applicable, comprises a brake drum in— 
cluding a brake ring portion 6, the inner pe 
riphery of which forms a braking surface, a web 
portion 1 having an annular ?ange 8 extending 
radially therefrom towards the brake ring por 
tion, and an annular ring 9 connecting the brake 
ring and web portions. The brake ring is formed 
from a metal particularly adapted for braking 
surfaces, while the web and'its ?ange are pref— 
erably formed from a different metal more suit 
able to resist stresses set up in the web portion. 
The ring and brake may, however, be cast from 
the same metal. These two portions of the brake 
drum are spaced from each other in the embodi 
ment shown in the drawing, the space between 
them being bridged by the ring 9, the peripheral 
edges of which are embedded in the web and 
brake ring portions respectively, forming a bond 
therebetween and connection between the said 
portions. ' - ‘ 

The mold in which the composite brake drum 

is cast is a multi-part mold comprising ?asks 
l0 and H wherein are held a drag l2 and cope 
l3, between which annular cavities I4 and I5 
are formed. It is to be noted that the cavities 
“and 15 are spaced and separated from'each 5 
other, there being disposed in the space between 
and bridging the cavities the web l6 of the an 
nular separator or connecting ring 9, the cross 
section of which is preferably Z-shaped, as shown 
in the drawing. Sprues I‘! and I8 having gates 10 
I9 and 20, direct the poured metal into cavities 
I 4 and 15 respectively. The usual core 2|, pro 
viding an axial opening through the hub, and a 
core 22 forming a gate for the cavity l4, coop 
crate with the drag and cope to complete the 15 
mold. Because the cavities M and I5 are spaced 
from each other and ring 9 acts as an obstruction 
to preclude ?ow of metal from one cavity to the 
other, it is obvious that different metals may be 
poured into the respective cavities without dis- 20 
assembly of the mold. If desired, the pouring 
of the parts of the drum may be done simul 
taneously without danger of inter-mixture of the 
metals. The ring 9, in addition to its function 
as a separator between the cavities, forms the 25 
connecting element between the ring portion 6 
and web portion 1 of the brake drum. The 
?anges 23, 24 of the ring project respectively into 
cavities l4 and I5, being so positioned therein 
that, when metal is poured into each of the cav- 30 ' 
ities, a bond is formed between both sides of 
each ?ange with the metal poured therearound. 
In the form of the invention disclosed in Fig. 1, 

grooves 25 are provided whereby ribs 28 are 
formed on brake rings 6. The latter is ma 
chined after removal from the mold, to provide 
an accurate cylindrical braking surface, as in 
dicated by the broken line 21. In Fig. 2 there 
is shown ‘another embodiment of the brake ring 
which is machined after casting to form ribs as 40 
indicated by the broken line 28. In both forms 
of the invention, however, the method of cast 
ing the brake drum is the same. 
From the foregoing description it will be seen 

35 

, that the casting of composite brake drums is 45 
simplified, the casting of the brake ring and web 
portions may ‘be done simultaneously, or sub 
stantially so, and that the entire operation may 
be carried out in a single mold without disas 
sembly of the mold‘ or removal of any of the parts 50 
thereof. At the same time an e?'ective con 
nection between the ring portion 6 and web por 
tion ‘I of the drum is made during the casting 
operation and, when removed from the mold, the 
wheel is a complete unit. 55 
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A preferred method and apparatus for carry 

ing out the invention has been described, but it 
is intended that such changes as are deemed ex 
pedient to successful operation thereof be in 
cluded in the scope of the appended claims. The 
connecting ring, for instance, is shown as Z 
shape in section, but it is obvious that other 
shapes may be employed to effect a similar con 
nection. Also, instead of the openings in the 
?anges, as shown in Fig. 3, the peripheral edges 
of the ring may be provided with dove-tail 
notches. 
What I claim as my invention is: 
1. The method of casting brake drums having 

separated web and braking surface portions 
which consist in forming spaced web and brak 
ing surface cavities in a mold, preventing the 
?ow of metal from one cavity to the other by 
positioning a connecting ring in the mold with 
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the inner and outer portions of the ring extending 
into the cavities, and casting the web and brak 
ing surface portions on the connector with the 
said inner and outer portions embedded respec 
tively in the web and braking surface. 

2. The method of casting a brake drum pro 
vided with a. web and a ?ange having a portion 
forming a. braking surface which consists in 
forming web and ?ange cavities in a sand mold, 
positioning a ring in the mold to preclude flow 
from the web cavity to the braking surface por 
tion of the ?ange cavity, providing a passage for 
molten metal in the mold with the discharge end 
thereof communicating with the web cavity to 
one side of the ring, and providing a second pas 
sage in the mold with the discharge end com 
municating with the ?ange cavity at the oppo 
site side of the ring. 

FRANK H. LE JEUNE. 
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