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UNITED STATES PATENT OFFICE. 

GEORGE WOOLN OUGH, OF HALBER STADT, PRUSSIA. 

PROCESS FOR MAKING PATTERN-PLATES. 

SPECIFICATION forming part of Letters Patent No. 229,294, dated June 29, 1880. 
Application filed October 29, 1877. Patented in England June 14, 1876. 

To all whom it may concern: 
Be it known that I, GEORGE WoOLNOUGH, 

of Balberstadt, Kingdom of Prussia, have in 
vented a new and useful Improvement in the 
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Process of Manufacture of Pattern or Mold 
ing Plates used in Making Molds for Casting 
Metals, of which the following is a specifica 
tion. 
My invention relates to an improvement in 

the process of manufacture of pattern or mold 
ing plates with pattern attached, to be used in 
making sand molds for metal castings. 
The method of fixing patterns suited for the 

purpose to the molding or flask board and of 
drawing them out of the sand by the latter 
has been practiced for years. Subsequently 
the halves of a number of patterns were screwed 
to the two sides of a metal plate for the pur 
pose of molding them and drawing them out 
of the sand together. 
According to another method a plate is cut 

Out or cast in such a manner as to fit around 
the pattern along its parting-line, (see Ameri 
can Patent No. 181,194 to J. B. McCune,) and 
the pattern is withdrawn from the sand through 
the opening in said plates either by hand or 
by means of a suitable molding apparatus. 

For the purpose of casting patterns together 
With plates the practice has hitherto been as 
follows: The halves of the divided original pat 
tern are molded into the two parts of a flask. 
These are then fixed together with a small 
space between them, whereupon the mold is 
filled with metal. The casting thus made is 
a straight plate with the pattern-halves on its 
two sides. There are, however, numerous pat 
terns which cannot be divided into halves for 
the purpose of molding them-as, for instance, 
plummer-block of a portable engine. (Repre 
sented in Figure 1.) Moreover, it is impossible 
to draw a metal pattern of such size and weight 
out of the sand by hand. 

For the purpose of casting the metal pat 
tern with plate after an original wooden pat 
tern of this plummer-block, and for rendering 
it fit to be handled by a molding-machine, I 
proceed as follows: 
In the drawings, Fig. 1 is an elevation of 

a plummer-block. Figs. 2 and 3 are views of 
the large flasks, showing process of making 

the pattern-plate. Fig. 4 shows pattern-plate 
on half-flask for molding. Figs. 5 and 6 show 
the method of operating a pattern-plate on a 
molding-machine. Fig. 7 is a cross-section of 
the two half-flasks separated by the thickness 
pieces and ready for the cast. 
The original wooden pattern M, Fig. 1, or a 

plummer - block cast in the sand and serv 
ing as a pattern, is molded in a rather large 
double flask, as shown by Figs. 2 and 3. The 
pattern M having been taken out of the sand, a 
wooden or metal frame, D, open or closed in 
the center, as the shape of the pattern or mold 
may call for, provided with two journals, k k, 
is placed on the face of one of the mold parts 
say on B, as shown by dotted lines in Figs. 2 
and 3 and by full lines in Fig. 4. Previously 
a small quantity of Sand has to be removed 
for the journals. Sand is then filled in around 
the frame D, and, after the frame is removed, 
made even with its top surface, and the jour 
nals are properly molded up to the middle. 
After this the frame D is placed on the mold 
part C and carefully adjusted by measure 
ment, so that its position corresponds exactly 
with the position which it had on the mold 
part B. The other half of each of the jour 
nals is then molded, and the flask parts are 
placed together; but, for preventing the mold 
from being damaged, pieces of iron, O, of the 
thickness of the frame D, have to be intro 
duced between the rims of the flask, so as to 
keep them apart the necessary distance. The 
casting made in the mold thus prepared will 
have the shape as shown in Fig. 5. The plate 
h of the same is curved along its line of junc 
tion with the pattern, according as the surface 
of the sand has to be shaped for allowing the 
original pattern to be drawn out. 

Figs. 5 and 6 show the pattern-plate mounted 
in bearings with a half-flask attached, that af. 
ter one half-flask is molded the pattern-plate 
is turned over, the molded half-flask removed, 
and the other half-flaskattached, as set forth in 
patent granted to me and numbered 225,314. 

It barely requires to be mentioned that the 
plummer-block M, Fig. 1, has been selected 
only as an example for explaining the de 
scribed process, and that other patterns maybe 
cast, together with plates, in a similar manner. 
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Having thus described my invention, what 
I claim is 
The herein-described process for producing 

a pattern-plate with trunnions and pattern 
combined in one piece, and consisting in the 
following steps, to wit: with an ordinary pat 
tern in making a mold in the half-flasks in the 
usual manner; then in separating the half. 
flasks; then upon one half-flask in laying a 
frame provided with trunnions; then in build 
ing up the sand about said frame and even 
with its upper surface after having removed 

sufficient sand from the flask to mold the lower 
part of the trunnions; then in removing said 
frame; then in molding the remaining part of 15 
the trunnions in the other half-flask; then in 
placing the two half-flasks together, keeping 
them the proper distance apart by separating 
pieces, and, finally, in filling the space in the . . 
flasks with metal. . . 

GEORGE WOOLNOUGH. 
Witnesses: 

FRIEDRICH DELME, 
J. FRED DENNIS. 


