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To all whom it mey concern:

Be it known that I, Auvin I. Sesert, a
citizen of the United States, residing at Clin-
ton, in the county of Custer and State of
Oklahoma, have invented certain new and
useful Improvements in Sprue Pins for
Dental Castings, of which the following is a
specification, reference being had to the ac-
companying drawings. '

This invention relates to the art of dental
casting, and particularly to means for form-
ing the sprue hole or passage in the invest-
ment within which the casting is made.

In forming dental castings, it is usual
to force wax into the cavity of the tooth so
as to secure a pattern, a sprue pin is then
torced slightly into the wax sufiiciently to
permit the removal of the wax from the cav-
ity of the tooth, and the wax pattern with

the sprue pin is disposed sithin an invest-

ment cup usually in connection with a sprue

former, and the investment cup is then filled.
with investment material. When the invest-

ment material has hardened, the sprue pin
is removed, leaving a sprue opening or pas-

sage. 'The investment is then submitted fo

heat, which melts the wax, which isg dis-
charged through the sprue passage. Then
the molten metal is forced into the mold by

the casting machines commonly used for this-

PULpose.

be bent in the removal of the pattern from

the tooth, and which is so constructed that.

it will engage the wax impression at two
spaced points, thus holding the wax impres-

sion in the proper position during the process’

of removing it from the tooth.

A further object is to provide a sprue pin
which is so.constructed as to form two sprues
or passages communicating with the hollow
interior of the mold so that the metal has
two passages to travel through instead of one
and thus the metal will pass rapidly into the
hollow interior of the mold while in a molten
condition and without the metal becoming
cool before the cast is finished.

A still further object is to provide a sprue
pin which is bifurcated at one end, this bi-

csupported upon a sprue former before the

furcated end being adapted to be engaged-
with the wax of the pattern and to form the
two sprue openings. .

My invention is illustrated in the accom- 55
panying drawings, wherein i—

Figure 1 is a side elevation of one form-
of sprue pin constructed in accordance with
my 1avention; . :

Figure 2 is an edge elevation thereof; 60

Higure 8 is a face elevation of a larger
form of sprue pin;

Tigure 4 is an ecge elevation thereof;
Iigure 5 is an elevation showing the man-
ner in which the sprue pin is used with a wax 65
pattern to remove the wax pattern from the

teeth shown in dotted lines;

Ifigure 6 is a sectional view through an
investment ring after the wax pattern and
pin have been removed to shew the sprue 70
openings formed by the pin; :

Figure 7 is a like view to Figure 6 but
showing the form of sprue opening formed

by the pin shown in Ifigure 3, this pin being

shown in dotted lines:in Figure 7; ¢
Figure 8 is a sectional view through an
investment ring and the investment show-
ing the manner in which the sprue pin is
sprue pin is withdrawn. ‘
Referring to these drawings, and particu-

80

-Jarly to Figure 1, the sprue pin 10 is formed

Omne of the objects of my invention is to.
provide a sprue pin of such form that the-
arm of the wax pattern will not be likely to -

of a flat and relatively thin strip of metal,
which in practice will be approximately 14"

in width, this strip having parallel sides and 85
at one end being longitudinally cleft to pro-
vide two spaced prongs 11.

In Iigure 3, I illustrate ancther form of
the device used for casting larger inlays, in
which the body 12 of the pin is relatively 90
wide, having a width approximately 14’ in
actual practice, and is formed to provide
the two prongs or arms 13. "Above the body~
12 there is a shank 14 which is velatively
narrow and having a width no greater than 95
the width of the pin 10. . Both the pin shown
in Figure 1 and that shown in Figure 3 are
of the same thickness and material, that is
about g’/ thick in actual practice. Pref-
erably these will be made of aluminum. I 100
have iJlustrated two forms of these pins, but
it will-be understood that other forms might
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he used and that they will be made in as-
sorted sizes so that there will be a double
pronged pin corresponding in size to the
casting to be made. )
Tn the use of this constructior, the wax is
forced into the cavity of the tooth in the
usual manner and then the prongs of the
pin, which has been slightly warmed, are
forced into the wax very slightly or just far
enough so as to strengthen the wax pattern
and keep it from bending or breaking -dur-
ing the process of removing from the cavity.
After the wax pattern is removed from.the
cavity and cleaned, it is then ready for the
investing. Tt is placed in a sprue former,
such as the sprue former 17 or of any suit-
able character as, for instance, the Roach
former, this sprue former having a slot 18

‘cut in it wide enough to receive the shoul-

der of the sprue. The sprue should be in-

serted into the former as far as the operator

wishes, the wax pattern being upward, as
illustrated . in Figure 6. The ring may be
then poured full of investment. If the ring
is filled with investment material first and
the wax pattern inserted in the investment,
the sprue should be set into the investment

“as far as the operator wishes to trim the

investment for making his .cast so that
in trimming he will expose the shoul-
ders of the sprue, permitting it to be easily
withdrawn. The investment is then hard-
ened and when it is entirely hard the pin is
removed, the wax investment is then dried
out and brought to such a degree of heat
that the wax will be melted and the invest-
ment heated to where the wax will be boiled
out. The complete investment then has the
form shown in Figure 6, providing a single
passage @ and two lateral passages O and e.

Obviously if the end of the cleft between -

* the prongs is even with the upper surface
of the investment material; two passages

45
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65

will be provided and not a single passage
having two branches. In either case, how-
ever, there will be two branches or passages
extending into the hollow interior A of the
investment. The gold is then poured in the
usual manner and enters the hollow interior

of the investment to form the casting de-.

sired.
Of course, where a form of pin such as

shown in Figure 3 is used, the shoulders 17

of the pin must not be below the upper sur-
face of the investment material, as other-
wise the pin would be incapable of being
removed. ~ It will be noted from Figure 3
also that in this case the two side edges of
the pin converge toward the extremities of
the prongs so as to permit the easy removal

~of the pin from the investment after the

investment hag hardened. -

T have found in practice that a pin con-
structed in accordance with my invention
is particalarly valuable for the reason that
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the double sprue splits the point of contrac-
tion in the residue button, thereby cutting
down the contraction of the casting and in
addition leaving two holes by which the
oold may pass through into the mold with
the least possible resistance, the gold get-
ting into its proper shape before contraction
starts, which thus minimizes the contrac-
tion. "It is the first. movement of the cast-
ing machine which places the gold in the
mold and the sooner the gold is placed in
its proper position when in its molten stage,
the better cast will be obtained. The double
sprue is particularly valuable where the wax
pattern is formed with an arm or is an-
gular, for instance, in cross section. In
using a single sprue, the operator will often
bend the arm to such. degree that after cast-
ing the inlay will not go. into. place, and
often also the operator will break the. arm
of the wax pattern in removal and a new
wax pattern must be then made. The bi-
furcated sprue pin prevents this. It will
not allow the arm to be broken off or to
bend, due to the fact that the bifurcated

sprue pin engages the wax pattern at two.

places instead of merely at the center. . The
unbifurcated pin only holds the wax pattern
at a single place, whereas the double sprue
pin engages the wax pattern at two sepa-
rated places. Furthermore it has been
found in practice that the use of a bifur-
cated sprue pin secures a particularly good
cast, inasmuch as the metal has two holes
to travel through instead of one and thus
the metal will flow into and fill the cavity
of the mold while in the moltén stage and
with less shrinkage. With a small sprue
pin not bifurcated, it is hard to make a large
cast on account of the gold becoming cool
before the cast is finished, and while a large
single sprue pin might be used in making a
large cast, yet in that case there is liable to

- be shrinkage. :

1 claim:—

1. As an article of manufacture, a sprue
pin of sheet metal having a plurality of
prongs at one end adapted to be inserted
into a single wax pattern to thereby provide
a plurality of sprues entering said wax
pattern. ‘

9. As an article of manufacture, a sprue
pin formed throughout its entire extent of
relatively thin sheet metal, one extremity
of the pin being bifurcated to provide a pair
of prongs adapted to be inserted in a’single
wax pattern. .

3. As an article of manufacture, a sprue
pin formed throughout its entire extent of
relatively thin sheet metal and formed to
provide a thin but relatively wide body por-
tion having a thin and relatively narrow
shank extending therefrom, the oppesite
end of the body portion being bifurcated to-
provide two prongs.
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4, As an article of manufacture, a sprue
pin formed from a sheet of relatively thin
metal and having a uniform thickness
throughout its entire extent, one extremity
of the pin being formed with a longi-
tudinally extending recess to thereby pro-
vide two prongs on this extremity of the
pin adapted to be inserted in a single wax
pattern.

5. As an article of manufacture, a sprue
pin formed of relatively thin metal and

formed to provide a relatively wide but thin
body portion having a relatively thin and
narrow shank extending therefrom, the op-
posite end of the body portion being bifur-
cated to provide two prongs, the side edges
of the body portion being convergent to-
ward the extremities of the prongs.

In testimony whereof I hereunto affix my
signature.

ALVIN F. SEBERT.
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