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ThiS in Venition IrelatêS to apparat US for uSe in 
Imaking castings, pertaining more particularly to 
apparatt.S for casting a hOSe fitting upon or in 
Connection. With an existent fitting in a SWiveled 
in Separable relation. 
An object is that While permanently joining 

two SWive members by pouring one of them as 
iiiOlten netal into engagemeint With and having 
Swiveled connection with a companion inenber 
already existent, to so create the mold for that 
purpose that when the casting operation is con 
plete the SWivel parts can be readily loosened and 
made free to rotate. With respect to each other. 
A further object is to so construct the mold 

that the resultant cast member Will have a taper 
at the point of swivel connection with the other 
O existent Elember S.O. that Said members can 
be shifted relatively in a direction at right angles. 
to the direction of their relative rotative action 
in Se, aind thereby overconne adhesion arising 
from the casting operation. 
A still further object is to provide a fitting 

Of SW?Weled partiS permanently connected aS - the 
result of the method used and as a result of the 
type of mold employed. 
That the invention may be fully understood, the 

accompanying drawing is provided wherein: 
Figure 1 is a sectional elevation of the moid by 

which the method to be described may be prac 
ticed. 

Figure 2 is a iongitudinal Section of the con 
nected members forming a complete article as 
produced by my method, and 

Figure 3 is likewise a longitudinal section of 
the connected parts of Figure 2 shown in slightly 
different positions relatively. 

In my said pending application is shown a 
method of connecting two members of a fitting 
by casting one of Such members, upon another 
already existent, together with provision for 
readily, ioosening them by providing spacing 
parts of paper or the equivalent. In the pres 
ent application, however, tapering surfaces are 
provided about which to pour the molten metal 
Whereby to provide for permitting the parts to 
be shifted endwise relatively as will appear. 
In the drawing 1 denotes a mold section having 

a bore 2 extending up through it to receive a 
sleeve 3, there being a counter-bore or receSS 5 
opening upon the upper surface of Said section, 
the axes of the said bore and counter-bore being 
coincident, and said Section 1 may rest upon a 
part 4 for carrying said sleeve 3, which Section 4, 
in turn, may be supported by a base member 6 as 
a rest for a centering-pin or core 7 to extend 

(C. 22-116) 

through said sleeve 3. Resting upon the section 
1 are plates 8 and 9 adapted for movement in. 
their own planes to and from each other, and 
adapted to abut at 10, each being provided with 
a recess 11, the recesses together forming a bore 
through which the pin or core 7 extends, said 
bore being greater in diameter than that of Said, 
pin and centered therewith. Above the plates 
and resting thereon are two separate sections 
12, 13, in this instance, Which abut at 14, and 
each as a groove 5 which in the abutting relia 
tion of the sections form a bore coincident with 
the bore 2 of the section 1 and adapted to receive 
a sleeve 16 whose bore is adapted to receive into it 
the upper end of the pin 7 in a Snug sliding fit. 
The sleeve 16 is slidable Within the bore created 
by the grooves 15 and it may have a series of 
teeth. 16' with Which may mesh the teeth of a. 
pinion 17 Suitably mounted in the section 12, for 
example, and operated by suitable means not 
ShoWrl. 

It is observed that the sleeve 16 is reduced in 
diameter at its lower end while the diameter of 
its bore is increased creating a shell portion 20 
to correspond With and to provide a cavity 2 
in the casting to be made, the latter being shown 
completed at 18 in Figures 2 and 3, tubular por 
tions 22 and 23 of the casting thereby resulting. 
It is noted, also, that the bore of the sections 12 
and 13 has an enlarged cavity 15 conforming to 
the flange 24 of the member 18, which, as is cus 
tomary in Such devices is shaped (not. Showa) to 
receive a Wrench, not ShoWn. Again, the two 
plates 8, 9 at their upper sides adjacent their re 
cesses are relieved to create inarrow flanges at 
8', 9' at such recesses, the Upper and lower Sur 
faces of the fanges being parallel to the plane 
of such plates and lie at right angle to the axis of 
the bore of the sleeve 3. Said sleeve 3 terminates 
at its upper end within the counter-bore or recess 
5 of the Section and lies in Spaced relation to the 
plates 8, 9 about as shown, and Said upper end of 
the sleeve is counter-bored to create a recess 4', 
and the resulting flange 42 may be beveled on its 
Outer Surface, Said upper end of the sleeve form 
ing a seat for metal to be poured. m 
The purpose herein is to place in the mold de 

Scribed herein an existent Or previously fabricated 
member and pour molten metal in connection 
with it, and to create the finished permanently 
connected parts of the SWivel fitting, and in addi 
tion, so form part of the mold and part of the 
said existent member that upon completing the 
casting operation the parts can be readily Sep 
arated to the extent that they can be made to 
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2 
freely Swivel on each other. To this end the bore 
of the fiange 19' of the existent member desig 
nated in all of the figures at 19, is conical, the 
Sinalest diameter thereof being at the Outer Oir 
upper. Surface of Said flange, the dotted lines as 
in Figures 2 and 3 at al-a best indicating the 
angle, which angle, of course, ray be varied as 
desired. The said ineinter or "inut' 19 is adapted 
to lie within the regess 5, the depth of which re 
ceSS may be equai to the height of Said nut, or 
Substantially so, So that h8 outer or upper Sur 
face of the fange 19’ will lie flush with the upper 
Surface of the Section i. it, is observed that the 
bore created by the recesses li of the plates 8, 9 
is greater than the dianneter of the pir 7 extend 
ing therethrough, aS previously intinated, and 
that Said bore confor 2s to that of the Said flange 
19" of the Knut both in Size alind form in that the 
walls of the notches li foi'ining the bore are 
beveled or coined and lie fish With the Walls of 
the bore of Said flange as clearly shown in Figure 
1, it being seen that the piates 8, 9 Snugly abut 
upon the flage of Said nut. 
With the pin or core and the seeve 3 in piace 

in the section 1, and the plates 8, 9 and the Sec 
tions 12 and 3 Separated, and with the sleeve 
16 withdrawn fron the bore of said sections, the 
recess 5 lies exposed. into said recess may now 
be placed the nut 9 previct(sly thireaded and 
ready for : tase, and With the b01re of its flange 
made conical as explained, or about as shown. 
Said "Inuit is C8Nitered by the Seewe 3, it being ob 
served that the latter extends up into said nut 
covering the taleaded politicia and terrainating 
in Spaced relation to the inner side of the flange 
19' leaving a recess b, the wall of which, where it 
abutS the Said beVeled fange 4? of the Sleeve 3 
may be conical to fit Said ?tange. 
The plates 8, 9 are now brought into abutment, 

as are also the sections 12, 13, following which 
action the sleeve 16 is lowei'sd into proper posi 
tion over the pin or core 7, any suitable stop or 
indication, not shown, being eitployed to linit 
that movement. he Yolten metal to create the 
member 18 is now goired through any Suitably 
located passage 13', for exa.a.ple, to fill the space 
provided for it, said : aetal finding its way into 
the whole cavity and entering the recess b to 
form a flange 23 of the coxJapleted casting 18 as 
in figures 2 and 3, Which fiange is adapted to abut 
the inner Side of the ?iange 3} ’ Of the Knut 19 When 
in use. 

It is now to be particularly noted that the 
plates 8, 9, which have served to separate the 
cast metal of the member 8 above the flanges 
8', 9' from the flange 19', by their presence in the 
casting operation have created a Space between 
both these menbers. In Inaking the casting the 
metal will fill in around the pin or core 7 and will 
enclose the shell 20 of the sleeve 16. After the 
casting is Inade the Said sleeve is raised by means 
of the pinion 17 while the pin 7 may be driven 
down after removing the base 6 beneath it, the 
plates 8, 9 and the Sections 12, 13 then being sep 
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arated to release the casting. 
Since the metal of the tapered neck of the 

completed casting 18 dies within the flange 19, 
it Will upon cooling naturally shrink in Wardly 
away from the latter to some extent and yet innay, 
perhaps, slightly stick or adhere to said flange 
as a natura conseguence. Sult due to the conical 
bore of the flange 19' and that, formed by the 
plates 8, 9 in abutinent, and the resultant conical 
form of the casting the parts imay be readily sep 
arated in an endwise direction by striking upon 

i,925,400 
the end of one of them, which parts change their 
positions relatively appearing as in Figure 3, the 
flanges 19' and 23' noving toward each. Other 
fo1' their ab Utting relation in use. 

I clainn: 
1. Apparatus for casting a fitting in connection 

with an existent fitting including a mold section 
provided With a cavity, a sleeve Seated at one end 
in the cavity, its other end having a Surface con 
StiüUting a Seat for tine reception of Imolten metal, 
a core adapted to slidably fit, tine sleeve at that 
end having the seat and extending from the lat 
ter, a tubular existent fitting Supported in the 
mold Snugly encircling the sleeve and having a 
flange extending toward and encircling the core 
in Spaced relation thereto aind having Spaced re 
lation to and Substantially paralleling the face of 
the Seat providing a metal receptive Space, a pair 
Of Separable plates abutting at their ends, over 
lying the fitting and its flange and notched to 
form an opening, the Walls of the opening enclos 
ing the core in Spaced relation thereto, and a 
mold Section lying upon the plates and having a 
Cavity greater in diagneter than the core and re 
ceiving the Said COire into it. 

2. Apparatus for casting a fitting in connection 
With an existent fitting including a mold section 
provided With a cavity, a sleeve Seated at one end 
in the cavity, its other end having a surface con 
Stituting a seat for the reception of molten metai, 
a core adapted to slidably fit the sleeve at that 
end having the seat and extending from the lat 
ter, a tubular existent fitting supported in the 
moid Snugly encircling the sleeve and having a 
flange extending toward and encircling the core 
in Spaced relation thereito and having spaced rela 
tion to and Substantially paralleling the face of 
the Seat providing a metal receptive space, a pair 
of Separable plates abutting at their ends, over 
lying the fitting and its flange and notched to 
form an opening, the walls of the opening enclos 
ing the core in Spaced relation thereto, the cavity 
between the plates and core and the cavity be 
tween the flange and core being conical, the larg 
est diaíneter of the Same facing the seat, and a 
mold Section lying upon the plates and having a 
cavity greater in diameter than the core and re 
ceiving the Said core into it. 

3. Apparatus for casting a fitting in connec 
tion. With an existent fitting including a part hav 
ing a cavity, a tubular member in the cavity hav 
ing an end surface constituting a seat for the 
reception of molten metal, a core slidably fitting 
the member projecting from the same, a tubular 
fitting SinUgly encircling the member, and having 
a fange extending toward and encircling the core 
in Spaced relation thereto and in spaced relation 
to the Seat providing a Ynetal receptive space, 
a pair of plates abutting at their ends overlying 
the fitting and its flange and enclosing the core 
in Spaced relation thereto, the cavity between the 
plates and core and the cavity between the flange 
and core being tapering with its largest diameter 
facing the seat, a mold section lying upon the 
plates and having a cavity to receive the core, and 
a sleeve fitting between the core and the last 
named mold section in the cavity of the latter 
and spaced at one end from the plates. 

4. Apparatus for casting a fitting in connec 
tion with an existent fitting including a part have 
ing a cavity, a tubular member in the cavity hav 
ing an end surface constituting a seat for the re 
ception of molten metal, a core slidably fitting 
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1,925,400 
the member projecting from the same, a tubular 
fitting Snugly encircling the member and having 
a flange extending toward and encircling the core 
in Spaced relation thereto and in Spaced relation 
to the Seat providing a metal receptive Space, a 
pair of plates abutting at their ends overlying 
the fitting aid its fiange and eaclosing the COre 
in Spaced relation thereto, the cavity between the 
plates and core and the cavity beween the flange 
and core being tapering with its largest diameter 
facing the Seat, a mold Section lying upon the 
plates and having a cavity to receive the core, and 
a sleeve fitting in the cavity of the last named 
mold section around the core, part of said sleeve 
having a cavity adjacent said core, that portion 
of the sleeve having the cavity lying nearest the 
plates. 

5. An apparatus for casting a fitting in connec 
tion. With an existent fitting Coirprising a pair of 
mold Sections, a pair of ab Utting plate:S Separat 
ing Said lOld SectionS, a, ?OEMENTO COre Member 
eXtending through both of Said inold Sections and 
through an opening between said abutting plates, 
the Walls of Said opening being in Spaced rela 
tion to Said core, Said lower in old Section having 
a cavity, a Sleeve, forning a part of Said lower 
old Section, Surrounding said core and extend 

ing upwardly into Said cavity, said sleeve having 
an annular Seat formed On the upper Surface 
thereof Surrounding Said core and spaced there 
from, an existent fitting seated in Said cavity 
Snugly fitting around Said sleeve and having a 
flange extending toward the core and overhang 
iing the Seat and being in Spaced relation to both 
the Seat and the core and an opening in one of the 
mold sections for filling the cavity with molten 
metal. . . . 

6. An apparatus for casting a fitting in con 
nection with an existent fitting comprising a pair 
of nold Sections, a pair of abutting plates sepa 
rating Said mold Sections, a cominon core extend 
ing through both Said mold Sections and through 
an opening between Said abutting plates, the 
Walls of Said opening being in Spaced relation to 
said core, said lower noid section having a cav 
ity, a sleeve forming a part of said lower mold 
Section extending upwardly into Said cavity Snug 
ly fitting around Said core, said sleeve having an 
annular seat formed on the upper surface there 
of Spaced from Said core, an existent fitting seated 
in Said cavity Snugly fitting around said sleeve 

3. 
and having the upper surface thereof abutting 
Snugly against the under Surfaces of Said abutt 
ting plates, and having at its upper end an in 
Wardly extending flange overlying said seat and 
Spaced from Said Seat and Said core and an open 
ing in one of the mold sections for filling the cav 
ity With molten metal. 

7. An apparatus for casting a fitting in con 
nection with an existent fitting comprising a pair 
of mold sections, a pair of abutting plates sepa 
rating Said noid Sections, a common core member 
extending through both of said mold Sections and 
through an opening between said abutting plates, 
the Walls of Said opening being in Spaced rela 
tion to said core, Said lower mold Section having 
a cavity, a sleeve forming a part of Said lower 
Inold Section Surrounding said core and extend 
ing upwardly into Said cavity, said sleeve having 
an annular seat formed on the upper surface 
thereof SU ProLinding Said core and Spaced there 
from, an existent fitting seated in said cavity 
Snugly fitting around Said sleeve and having an 
anillar flange at the upper end thereof extend 
ing inwardly toward the core and overhanging 
the seat and being in spaced relation thereto, said 
overhanging flange surface contiguous to and 
fusin. With the inner surface of the opening be-, 
tween said abutting plates and an opening for 
introducing inolten metal into said cavity. 

8. An apparatus for casting a fitting in con 
nection. With an existent fitting comprising a pair 
Of rinold Sections, a pair of abutting plates sepa 
rating Said mold Sections, a common core mem 
ber eXtending through both of said mold Sections 
and through an opening between said abutting 
plates, the Walls of Said opening being in spaced 
relation to said core, said lower mold section hav 
ing a cavity, a sleeve forming a part of said lower 
mold Section surrounding said core and extending 
upWardly into Said cavity, said sleeve having an 
annular Seat formed On the upper surface there 
of Surrounding said core and spaced therefrom, 
an existent fitting Seated in said cavity snugly 
fitting around Said sleeve and having a flange ex 
tending toward the core and overhanging the 
Seat and being in Spaced relation to the seat and 
Core the inner Surface of Said flange being con 
ical in form and having its larger diameter at 
its lower end. 

ICEWEN. R. NELSON. 
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