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This invention'r‘ela'tes to‘the art of molding, or casting 
metals. 

In casting most metals the present‘ practice is to use a 
?ask composed of a drag and a cope rammed with sand 
to provide the molding cavity or cavities in the drag. 
Through the rammed ?ask‘ of the‘cope a pouring well or 
reservoir is usually formed, the lower end of which ex 
tends into the sand in the upper portion of the drag. 
From the lower portion of this pouring duct, a gate or 
gates lead off to molding cavities in the drag. 

In the lower portion of the reservoir it is the best prac 
tice to place a screen of disc form which is provided with 
a considerable number of perforations, and in pouring 
the molten metal it is best to pour the metal into the 
reservoir so that its level in the reservoir is maintained 
at a high point. By doing this any slag in the molten 
metal ?oats up from the lower portion of the reservoir 
and substantially none of it passes into the casting. This 
practice insures castings of good quality. 

It has been attempted to employ perforated discs or 
strainer cores as they are commony called, for the pur 
pose mentioned, many composed of ceramic material, but 
some of these ceramic discs have been known to explode 
in use, due probably to the effect of the high heat on 
water crystallization in the disc. Other materials have 
also been used for this purpose, but without marked 
success. 
The object of the present invention is to provide a more 

satisfactory type of disc to be employed as a screen in 
a mold, than those heretofore available, and which will 
be quite inexpensive to produce. 

Another object of the invention is to employ a disc 
having a composition which particularly adapts it for 
resisting the high temperature. 
Another object of the invention was to discover a 

material which is admirably adapted by its chemical com 
position and physical structure to function satisfactorily 
as a screen in a mold duct leading into a mold cavity. 

Further objects of the invention will be evident from 
a careful reading of the speci?ation and a study of the 
accompanying drawing. 
The invention consists in the novel parts and combina 

tions of parts to be described hereinafter, all of which 
contribute to produce an e?icient screen for molding 
?asks. 
A preferred embodiment of the invention is described 

in the following speci?cation, while the broad scope of the 
invention is pointed out in the appended claims. 

In the drawing: 
Figure 1 is a plan of screen in the form of a disc 

embodying my invention. 
Figure 2 is a vertical section through the side walls 

of a pouring well or reservoir of a mold which is shown 
in Figure 3, with the screen shown in elevation. 

Figure 3 is a side elevation and partial section of the 
?ask and illustrating a pouring well or main gate for 
the mold and also showing the screen of my invention in 
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position, located on the dividing plane between the drag 
and the cope. 

Referring particularly to Figures 1 and 3, the invention 
includes a novel screen 1, which is illustrated here as of 
plate-‘form, for example, a’ disc of circular for-m, pro 
vided with a plurality of perforations 2 preferably spaced 
uniformly throughout ‘the area of the disc. This disc 
may, if desired, be manufactured of a plurality of thin 
'shims‘ or laminae 3 composed of a material having the 
characteristics of silicate of aluminum. 

In Figure 3 I illustrate the preferred manner of em 
ploying this screen in' a common form of molding ?ask, 
comprising a drag 4 of- common form,‘ and'a cope 5 sup 
ported ‘upon it. These two parts comprise the complete 
mold, each having a wooden frame 6 of su?icient .depth 
to contain the mold cavity, or cavities in. which the cast 
ings are to be molded. ‘ 

In many instances there willlbe a plurality of molds 
such as the mold cavity 7 ‘shown in Figure 3, in which 
the" cavity is formed to produce a pot having the form 
of a common flower pot, involving the use of a tapered 
cores. This mold cavity'may be formed in the usual 
manner, the core 8 being provided with a round projec 
tion 9 to form a drain opening at the bottom of the pot. 
Such small objects are usually molded in a gang mold 

having individual gates 10 through which the molten 
metal passes from the lower end of a main gate or reser 
voir 11, that passes down from the upper face of the 
molding sand 12 that has been rammed around a pattern 
having the usual cylindrical form to produce a circular 
duct through the cope when it is withdrawn. Such a 
pattern would usually have a conial head at its upper end 
to produce a large mouth 13 to catch the molten metal 
when pouring the casting. 

Before ramming the sand in the drag to the point which 
‘will be the level of the upper end of the core 8, the sand 
should be rammed around a core-print or pattern to form 
a short duct 14_ on the central axis of the mold, as it must 
align with the main gate or reservoir 11 that receives the 
molten metal. 

In the practice of the invention, before placing the cope 
in position over the drag (which has been inverted) 
I lay one of the screens 3 on the upper face 15 of the 
rammed sand 16 of the drag, after which the cope is put 
into position to register with the drag and complete the 
?ask. ' 

As the density of the sand in both cope and drag is 
the same, the screen will impress itself equally into the 
sand touching its upper and lower faces which will in 
crease the sand density above and below all around the 
edge of the disc. 

In doing this it is preferable that the disc 3 be not 
forced down into the sand of the drag, because I wish to ' 
have the sand portion at 17 that immediately overlies the 
edge of the disc to be ?nally in compression. This en 
ables it to resist any scouring action of the molten metal 
when it is poured into the reservoir or main gate 11 
when commencing the molding operation; but of course, 
as soon as the reservoir or main gate has been ?lled with 
the molten metal up to a high level which may approxi 
mate the level of the dotted line 18, the hydrostatic 
pressure at the bottom of the reservoir will assist in com 
pacting the sand in the annular vicinity of the point 17. 

This is advantageous because it prevents the molten 
metal from passing down around the super?cial “edge” 
surface 19 of the disc 3 where it could ?nd its way into 
any crevices between the laminae 20 of which the disc is 
composed. 

In Figure l the circular pitch line 20 indicates approxi 
mately the location of the face of the main duct 11 
would be with relation to the edge of the disc. The dis 
tance that the disc should project past the face of the 
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Well of the reservoir 11 should depend somewhat upon 
the material that is being molded and possibly to some 
extent upon its melting point." So, it is preferable that the 
outer pitch circle on which‘ the perforation centers are 
located, should not be too close to the edge of the disc. 
Then they will not be too ‘near to the face of the reservoir 
wall. ' 

In accordance with my invention I may manufacture 
the screens from thin sheets of silicate of aluminum or 
other refractory material in which case it is preferable to 
press the shims forcibly together and then coat their edges 
completely with a suitable binder. But natural mica 
lends itself admirably to my purpose as it can be split on 
its planes of cleavage to any desired thickness for the disc. 
Many other embodiments‘ of this invention may be 

resorted to without departing from the spirit of the 
invention. 

I claim and desire to secure by Letters Patent: 
1. A ?ask having a drag and a cope rammed with sand 

and having a pouring reservoir extending down through 
the cope and into the drag, in combination with a per 
forated screen of plate form and composed of lamina 
tions of mica, said screen having an area considerably 
greater than the area of the horizontal cross section of 
the reservoir, and having its edge buried in the sand 
beyond the face ‘of the pouring reservoir wall, so that 
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the sand in the wall excludes the molten metal from 
penetrating between the laminations of the screen. 

2. As a new article of manufacture, a strainer core 
comprising a perforated screen of disc form adapted to 
be set in the pouring reservoir in a molding ?ask, and 
through which the molten metal passes, said strainer core 
composed of a plurality of discs composed of natural 
laminated mica. 
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