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Appheadon?eaFebmay4,1931 sena?o513280 
Thisinvention relatestoimprovementsin 

?otarycarburzingretorts;and morepar?cg 
la?ytoretorts ofthecharacter described, Utilizedinthegas carburizingprogess,and 

5?avipg3nelongatedgyindricalbodyand? 
longtudinaly extending axialy disposed 
bearingatoneend? - 

?etorts 9fthetypeabgve.describedhave 
heretofore been cast of a high heat-resisting, 

,10aloy,andintheir Co?erälform havepre 
Sented considerable difcultiesin manufac 
ture,Thisisduelargelytothefactthatthe 
gastingsmustbeimpervioustothegasesused 
inthegascarburizingprocess,8swelasthe 

15gases of combustion usedfor heatingthe re 
tort? - · 

Heretoforetheretortshave been castina 
single piece,includingthe cylindrical body 
portionandtheendtrunnion bearingexten 

20sion,Such castings,however,present Cer 
tain difcultiesin thatitispracticalyim 
?ossible toplace and maintainthe core so 
thatthe wallsectionsare ofuniformsection? 
Furthermore,thereisa large loss of such 

25castings due to shrink3ge,Cavities Cragks 
andimperfections,particularlyat_the rela 
tively heavysectionaltrunpion end,, 
The principalobject ofthe presentinven 

tionisto provide animproved construction 
for retorts of the form described above, 
wherein the cylindrical part and trunnion 
end pieceare m3desep$rately,thefrst.pärt 
byacentrifugal_moulding processandthe 
end piece bysandcasting,andthetwoparts 
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?toneendto.formaretort wh?is?ch lighter in weight,making possible quicker 
Denetration of heat whichis appliedtothe - / 

- cylinderabyts,Thepartsarepreferabyse outside of?the retort,and requiring less 
powerto drive the retort,than is possible 
with the older forms of integralsand-cast 
retorts, ? 
Theinvention maybest be understoodby 

45 which: · 
Figurelisasideviewofacarburizingap 

parafus,ilustratingthe manner in which 
öheretortisemployed? 
Figure2isanendview ofthe apparatus 

50 shownin Figure1? 

?ndricalbodyis madebyaceftrifugalcast 
ing process,which process permits?he for 
mation of?relativelythinwalls of uniform 

referencetothe accompanyingdrawings,in 

“ Fgure 3 is an enargeddetai Sectionof 
?heimprovedform 9f Fetortembodyingmy 
inyention,andwiththeendcoverremovéd? 
Keferringnowtodetailsoftheembodiment 

of myinyentionilustratedinthedrawings, 
°Carburizingfu?aceisindicatedat10,5ey 
ingmountedbodiyontrunnions11,11,and 
havingaretort12havingitscylindricalbody 
123?extending ? therethrough? 
Saidretortisprovidedwithareducedtrün-> 
?ionbearing13atoneendthereof,and hav 
?gitsopposite cylindricalend14 project-? 
ingfrom?the oppositeend of the furnace 
8nd_supportedona pairof bearingrolers 
?5,15.?A cover16is.suitablyengägedfor 
detachableConnection byclamps16a,16ato theprojectingend1?oftheretorttopermit 
entrange?ndremovalofthe materia?being 
Carburized,A?ipe17extendsthroughthe 
Cover 16forexhaustingthegas?from the 
retort? , ? 

Details of myimprovedretortareshown 
in Rigure3,in whichit wilbeseenthat the9ylindrigalbody12&is holowthrough 
Outitslength,andwithitswals ofsubstän tialy_uniform_thickness,exceptingfora 
sighty reducedend portion14wfichex tendsbeyondthefurnace10,andhasafange 
18towhich_the coverisclamped?The ö 

?ickness,impervioüstotheescapeofgases, 
The Cylinderis castwithopenénds,andis 

areweldedtogetherwithasubstantialjoint?Suppo?tedatQQeendonatrunnion piece20 
whichhasagylindrical?ange21fttingclose 
1yintheend ofthe?Cylinder,anda project 
ingshoulder22againstwhichtheenáofthe 
Curedtogether byweldingin?a continüous 
linearoundthejoint betweentheendofthe 
Cylinder12a and_the shoulder 22against 
whichitabuts,asindicatedat23?” 
Thetrunnion piece 20? preferablysand 

Castintheusualmanner,Itcarriesthetrun ?ionbearing18integraltherewith,andare 
ducedPor?on18?whichis&daptedtocarry 
&suitabledrivepinjog(notshown)bywhich 
theretortis rotated duringoperationinthe 
usualmanner,Apassage25éxtendsaxialy? 
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through thetrunnion bearingas shown,to 
conduct the carburizinggasto the interior 
oftheretort? - 

Itwillnow beunderstoodthat bythetwo 
part construction described,itis possibleto 
obtainthe benefts ofthecentrifugalCasting 
process,which process,however,could not 
beutilizedto producethe entireretortin 8 
single piece?Bythe novelmethod of_sup 
portandjointurewiththeseparateendbear 
ing pieceas described,amuchlighter,more 
impervious andgenerally moresatisfactory 
retortis obtained, 
Although I haveshown and describedone 

particularembodiment of myinvention,it 
willbeunderstoodthat I donot wishto be 
limitedtotheexact constructionshown and 
desC?bed,but that various?Changes and 
?odfcationsmybe ?adewithoufdepart ingfromthespitandscope of myiven 
tion? ? ·, 

Iclaimas myinvention: 
1·As an article of manufacture,arotary 

retortmade Upofacylindricalbodysecton and&separatelygastendsectionincluding 
an.axialy projectingtrunnionbearingand8 
drive connection forrotating said retort, 
saidendsection havinganannulagfange 
fttinginsupportingengagementwithin one 
end of8aid bodysection;and?Con?guouš 
upstandingshoulder against which the end 
surface of said body section abuts andis 
weldedtheretoina continuouslinearound 
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theperphery9fsaidretort, 
2.Asanarticle of manufacture,8_rotary 

retortmade up ofacylindricalcentrifugaly 
Cast body.section havingwalls of-substan 
tialy uniform thickness?throughitslength, 

‘40 “andaseparatelycastendsectionincluding 
an axialy projectingtrunnion bearingand 
adriveconnectionforrotatingsaid?tort, 
saidend section havingan annularfange 
fttinginsupportingengagementwithinone 
4? of_said body_section,anda contiguous 

upstandingshoulder against which theend 
surface of said body section abuts andis 
weldedthereto ina continuous line around 
the periphery ofsaidretort, - 
3.The methodof makingarotaryretort, 

which consistsinformingseparately a cy 
lindricalcentrifugalycasöbodysectionhav 
ingwals ofsubstantiallyuniformthickness 
throughoutitslength,andacastendsection 
havingan axiallyprojectingtrunnion bear 
ing andan annula?supportingfange,and 
thenfttingone end ofsaid bodysection in 
$upp9rtingengage?nt uponsadsuppqrt 
ingfangeand weldingthe_partstogetheg 
ina Continuous line aroundthe extremeend 
ofsaid body_Section… , 
SignedatSpringfeld,Ohio,this31stday… 

FRANKKZEGLER 


