
J, S, GOLDBERG, 
DIE CASTING MACHINE 

APPLICATION FILED SEPT. 2, 1914. Patented Feb. 26, 1918, 
8 SHEETS-SEE 

s 

E & s 29 9 T AS 

66, \ lsa 34 Alfa eClice Es 

a 
11. 176 

--- 

3 A. 
- 

Aas 
4 Az-zzo 

c64za S. Goz-Zogy 
Az (2-4 zeely /76ecease/ A-62.2%-42. 

/zzarzezs 

  

  

  

  

  
      

  

  



J. S. GOLDBERG, 
DE CASTING MACHINE, 

APPLICATION FLED SEPT, 2, 1914, 
257,478, Patented Feb, 26, 1918. 8 SHEETS-SHEET 2. 

assissileiaissa areasiseaseficieties...e., assee, ricesteriassié 

* 7. 3 t/c/a/2.5. GC&Zey 
Zy M24 47%-?iz$22.6%ev /77 for 72é/5. 

    

  

  



S, GOLDBERG, 
DE CASTING MACH NE. 

APPCA. () FLED SEP 2, 94. Patented Feb. 26, 1918, a gy. A . 25 74. g 8, 8 SHEETS-S HEET 3. 

Witrlesses 77.27 se72 to/ 
2. A Wazif Jo/v7 5. 72. 

\ R7 4%-20% 6%-426.1/ of 2.e42 \long-val. tl)ulev By A22-20% M Attys 

  



S, GOLDBERG, 
DE CASTING NiACH NE. 

P.C. AON FLED SEPT 2. 94. Patented Feb. 26, 1918. 
1257,478, 8 SHEETS-S HEET . 

f 

acitnesces: 7 34 7727 ye72(O7 
c p (of ef-ce /O/272, 5. Goza/e/7 

A/ 4% /%/ -622&v- 
/7étoryte/S. 4%%aa-4 

  



j, S, GOLDBERG, 
DE CASING NEACH NE 

APPCATION FitED SEP, 2 S. 

1,257,478, Patented Feb. 26, 1918, 
8 SEES-SEET 5. 

4. a 4 W.2/7 

Z777 vey Zoza 

if (Zee elev -72226. 
Att/s 

  



S, GODBERG 
DE CASTNG NEACH NE, 

APPLICATION FLED SEP, 2, 1914, 
Patented Feb, 26, 1918, 

8 SHEES-SEE 6, 

O ON - 79 
78 

pe 
i- wners 

t 
Azg. /O 

Streese A72 veryforo 
ofu y Zafóe loya-24 it)70-ouzéu. O 72 s. Go 77 

A. 2-4 /6%-24-tu? p-7(22zzza, 6avea 47%ad- 2/6%. 4% A2 

  

  



j, S, GOLDBERG, 
DE CASTING MACHINE, 

AFP. CATION FED SEP. 2, 1914 
Patented Feb. 26, 1918, 

8 SEES-SHEE . 1,257,478, 

IEEE se: 

SSSSSSSSSSS SS 
4. 

r --- ra- . 

13t 2, 3 - 

yttees - Irv servtor 
- Uhavaus?ev Jo/v7 - 5. Gozd be/7 t f Ay 4%, 66eeze/-76%- 1. e 2.45% - "...9 A7 22:7; Advd/3 A24-48/iz-a -. s' 

A bit a 2d 

  

  

  

  

  



, S, GODBERG, 
DE CASTNG MACH NE, 

APPLICATION FLED SEPT, 2, 1914, Patented Feb. 26, 1918, 
8 SHEETS-S HEE 8, 1,257,478, 

is 64 
2.35 Dif 

A9 

% 

. 
-A- 2. % Éties, SSSSS ---------i- 
%2 f10 

s 3-776 

3 A 773 

: 

{3\ f27 

Bizz. 109 
--- 

SSS. S;2 

55. l NE sNSSES 
A. 72O 11 O 

Witresses: 77 pizzezet or 
(3-mean A Wai- 67.77 3.670/Góer 7, 
toned tClhad audev Af 4262nd /6%-ca/-/p-Éezž. Afif As 

  

  

  

  

  

  

  

  



5 

25 

UNITED STATES PATENT OFFICE. 
3OHN s. GOLDBERG, OF CHICAGO, ILLINOIs, ASSIGNOR. To ALEMITE W.R.I.A.LS COMEPANY., 

OF CHICAGO, EEEINOIS, A CORPORATION OF LIXETOIS, 
IIE-CAST.NG INEACHINE. 

1,257,478. Specification of Eetters Fate:Lt. Paterated Feb. 26, 1938. 
Application filed September 2, 1914. Serial No. 859,737. 

To all thom, it may concern: 
Be it known that, I, Joi IN. S. GoLDBERG, a 

citizen of the inited States, residing at 
Chicago, in the county of Cook and State 
of illinois, have invented a certain new 
and useful Improvement in Die-Casting Ma 
chines, of which the following is a fuli, cleal', 
concise, and exact description, reference be-, 
ing had to the accompanying drawings, 
forming a part of this specification. 
The subject after of this inventio) is : die casting machine. 
Die castings, as is well known, a 'e fol'nect 

by squirting liquid metal into a hold undel' 
pressure. The mold is usually in the form. 
of a number of separable dies clamped to 
gether during pouring and opened up to 
strip the casting. 
To insure good sharp castings the metal 

must be shot into the dies in the least pos 
sible space of time. This is done to prevent 
solidification due to cooling, and also to 
nake the metal fill all the lines and curves 
of the mold. 

in die casting machinery heretofore con 
structed, it has bee customary to apply 
pressure to all of the molten metal in the 
melting pot, in order to force the metal into 
the dies. This places an excessive strain 
upon the pot, due both to the high tempera 
ture and high pressure to which it is sub 
jected. There is constant danger of the pot 
giving way under the severe strain and the 
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consequences of the breaking of a pot full of 
hot metal are very grave indeed. 

Difficulty in replenishing the supply of 
hot metal is also encountered in this type of machine. ...' 

Briefly 
ent invention is to provide a die casting 
machine which will produce high grade cast ings expeditiously and safely. 

It is also an object of this invention to 
provide a structure which will be automatic 
in action, thereby performing the various 
operations uniformly and in proper sequence. 

in accordance with my invention, the melting pot is not subjected to pressure at 
all, and performs only the function of hold 
ing and heating the metai for the castings, 
A smaller chamber, which will hold only a . 
relatively small quantity of metal stificient 
in each case to for is a casting is filled from 

stated, the chief object of the pres 
tig. 

the melting pot for each operation. The hot 
metal in the chamber, which term the 'pouring pot' is discharged under pressure 
into the mold, while connection with the 
melting pot is cut off. Thereafter the con 
nection between the pouring pot and the 
inold is shut off, and the pouring pot is filled 
from the melting pot and the operations are Irepeated. 
The various parts are operated by com 

ressed air and are automatic in their action. 
Each operation must be completed before 
the succeeding one can be performed. This 
insures uniforn, and correct action, and, con sequently, safe and rapid production of cast ings. 
in the accompanying drawings which 
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G 
show an operative embodiment of my inven tion 

Figure is a front, elevation, with the 
shield and other parts broken away to reveal the important working parts: 

Fig. 2 is a horizontal cross sectional view 
on the line 2-2 of Fig. 1: 

Fig. 3 is a fraginentary detail view of the 
die and plunger mechanisin; 

Fig. 4 is a vertical section oil a larget' 
scale through the heiting and pouring pot 
and the control he chanism therefor; . 

Fig. 5 is a horizontal section on the line 5-5 of Fig. 4; 
Fig. 6 is an enlarged section of the auto 

matic valve and casing for controlling the act of pouring; 
Fig. 7 is a cross-sectional view taken on the line 7-7 of Fig. 4; 
Fig. 8 is a fragmentary cross sectional 

view on the line 8-8 of Fig. 7; 
Fig. 9 3 ga enlarged fragmentary eleva 
a )tly in section of the automatic pour ing control mechanism; 
fig, 10 is a view partly in section taken at right angles to Fig. 9 from the left hand 

side thereof; 
; Fig. 1 i is a horizontal cross section taken 
on the line 11-11 of Fig. 4: 

Fig. 12 is a view similar to Fig. 2 of the 
die platform and slides showing a casting in 
the dies ready to be stripped therefrom; 

Fig. 3 is a fragmentary sectional view 
taken on substantially the line 3-13 of 
Fig. 12 showing the dies and stripping mech 
a is , 

75 

80 

35 

95 

00 

(5. 

  



Fig. 14 is a fragmentary elevation of one 
of the movable core plungers; 
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Fig. 15. is a cross sectional view of the 
Yanual valve for controlling the novement 
of the pilinger and platform; 

Fig. 6 is a fragmentary sectional eleva 
tion of the shield operating mechanism; 

Fig. 7 is a view similar to Fig. 3 of a 
Rodified form of striping mechanism; 

Fig. 18 is a view of the adjusting mecha 
nism for setting the fulcrum point of the 
slide thievig evers; . . . . 

Fig. iS is a cross sectional view of the 
same mechanism taken on the line 19-9 of 
Fig. 8: W 

Fig. 20 is a pian view of the discharge 
nozzle showing the heater for warning said 
in Ozzie ; 

Fig.2i is a cross sectional view on the line 
21-23 of Tig. 4. showing the manual re 
leasing means for opening the politing pot; 

Fig. 22 is a fragmentary view of a form 
of control handle for the plunger operating 
waive; and 

Fig. 23 is a section of the mixing nozzle 
for the burners. 
The main framework of the machine consists 

of the base 1 froin which rises four pillars 2 
forming a support, for the furnace 3 of the 
inachine in which is inclosed the nech &fnisia. 
for handling the hot netal. The die plat 
form i is slidably mounted on the columns 
2, and may be moved to Ward or away from 
the furnace 3 by means of a plunger 5, shown 
in Fig. 3. 
The dies 6 are slidably mounted on the 

(iie platform 4 in a meter to be described 
later, and these dies are closed together when 
the platform 4 rises, in their closed condi 
tion they are brought into contact, with the 
nozzle from which the hot metai is dis 
charged automatically in a manner to be 
described later. 
The furnace 3 is siidably mounted on the 

colun) is 2 and held in place by springs. 8, 
which allow he entire mechanism to be 
moved upward. A latform 9 is connected. 
to the upper ends of the coiumns 2 and is 
also connected to the base 1 by means of the 
rods 11, which form guides for a movable 
shield 12 to guard the operator against in 
jury. 
An'ai tomatic pouring controlling mecha 

nism i3 is connected to the top of the fur 
face. 3 &nd movement of the furnace and 

... controlling mechanism caused by pressing. 
the dies 6 against the nozzle operates valve 
mechanism, which will be described later, 

60 
to discharge, the metal into the dies. 

shall now describe the furnice with its 
control mechanism in connection with Figs. 
1, 4, 5, 6.9 and 10. The furnace 3 comprises 
a cast iron shell 14' which is lined with fire 
brick, or other refractory material 15. This 
shell may be provided with suitable hand 

1,25,478 

holes 16 to allow access to the interior there 
of. The shell 14 is open at its top and is 
provided at the bottom with a perforation, 
to the edges of which are clamped a head 
17 carrying the nozzle 7 and a cylindrical 
shell i8, which forms the melting pot .19 
and the pouring pot 20. 
The furnace is heated by burners 22 and 

23 (see Fig. 11) connected to a common 
supply pipe 24 which encircles the furnace. 
Suitable valves. 25 are connected between 
the burners and the supply pipe in order to regulate the flow of fuel, which is prefer 
ably gas. Air is supplied under pressure 
from a tank 26, through the main 27 to a 

connection 28 (see Fig. 23) at which point 
the fuel gas is admitted through a nozzle 29 
Supplied from a pipe 31. From the main 32, 
which carries the mixture of air and gas 
to the furnace, taps may be taken, as by 
Way of pipe 33, to supply burners 34 (see 
Fig. 20) for heating the nozzle 7, and burner 
35 (see Fig. 2) for heating the dies. The 
burner 35 is connected by means of a flex 
ible tube 36 to allow the burner to be moved 
up and down with the die platform 4. 
The products of combustion from the 

furnace escape through vents 37 in the top 
casting 38 which is mounted on the shell 14. 
An annular flue space 39, formed in a cast 
ring 40, connects with a discharge opening 41 
(see Fig. 8). A hollow tubular stem 42 is 
cast integral with the top casting .38 being 
attached thereto by means of the integral ribs 
43, shown in section in Fig. 8, but concealed 
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100 
in Fig. 4 by the stem 42 itself. This stem 
moves with the furnace 3, and aids in oper 
ating the control mechanism 13. The space 
between the ribs 43 and the outer edge of 
the casting 38 is closed by means of semi 
circular iror doors 44 hinged on the brack 
ets 45 which are cast integral with the ribs 
43. The covers 44 may be held in closed po 
sition by lifeans of handles 46 and pins 47 projecting through lugs 48 formed on the 
casting 40. Upon the stem 42 is mounted 
the pfunger supporting casting 49. This 
casting has an axial bore through its entire 
length as will be described later. The top 
of the casting 49 is formed in the shape of 
a cylinder 50, in which a plunger 51 is ar 
ranged to slide. 
The rod 52, which projects through the 

melting pot 19 and the pouring pot 20 and 
- forms a valve in conjunction with the seat, 
in the nozzle 7, is attached to the plunger 
51. The rod 52 is normally held in de 
pressed condition to close the opening in. 
the nozzle 7 by means of the spring 53 held 
between the end of the piston 51 and a 
cylinder head 54. : 
A pipe 55 is connected to the lower end 

of the cylinder and compressed air is sup 
plied to this end of the cylinder to raise 
the rod 52 to open the nozzle 7 when the 
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3:1etal is to be discharged from the pouring 
pot 20 into the die mold 6. Compressed air 
is admitted to the pouring pot, 20 to expel 
the Imetal therefrom into the die mold. The 
co}}} pressed air is a dinitted through the pipe 
56 which surrounds the stem 52 and is con 
inected at its owe end with the pouring 
port, 23. At its upper end the pipe 56 is 
connected by naeans of a gland 57 to the 
casting 49 which contains at this point a 
port. 58 for the admission of compressed air 
through the pipe 59. A giand 61 prevents 
the escape of the compressed air upward 
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silong the stem 52. in a similar manner, the 
gland 82 forms a packing for the rod 52 
where it, enters the cylinder 50. The rod 
52 and the pipe 56 may be each separately 
jointed in order to facilitate their removal. 

it can now be seen that on the admission 
of compressed air through the pipes 55 and 
59, any metal that is contained in the pour 
ing pot 20 will be expelled through the noz 
zie 7, the same being opened by the move 
ment of rod 52. Collar 63 (see Figs. 4 and 
2i) is clamped to the rod 52 and connected 
to the ever 34 to allow of manilal opening 
of the nozzle 7, as for the purpose of empty 
ing the pot, of metai. . . . 
A coininunicating passage 65 is arranged 

to be closed by the valve stem 66 in order 
to prevent escape of the metal in the pour 

t 

4. 5 

ing pot 20 when the compressed air is ad 
mitted to the pouring pot 20. 
The closing of this port 65 is accomplished 

5 by the act of raising the furnace 3 when the 
ties (3 are pressed against the nozzle 7. The 
stem 66, which may be jointed as shown, to 
facilitate removal, is supported on the plat 
form 9 by means of bracket 67 which is 
bolted to the platform 9. This bracket, con 
tains a pocket for inclosing a spring 68 and 
a guide 69 forming a bearing for the rod 
66. A coilar 71 is connected to the rod 66 
and is held against the bracket 67 by means 
of the spring 68. The stem 66 is thus held 
with sufficient pressure against the seat 65 
to close the passage between the melting 
pot and the pouring pot when the act of pouring is to be accomplished. 
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This can readily be seen from the fact. 
that the furnace 3 is pushed upward by en 
gagement of the dies 6 with the nozzle 7. 
bringing the seat 55 against the waive stem 
36 which is held stationary on the platform 
9 by means of the bracket (37. It is not de 
siraise that, the air pressure should 'emain 
upon the metal in the pouring pot for any 
considerable ength of time greater than the 
fine necessary to fill the dies. The air is, 
therefore. admitted juickly to cause an in 
stantaneous movement of the metal and is 
thereafter gxhausted before the dies are 
disconnected from the pouring pot, other. 
vise any $3rps metal above what world 
ire (cessary to for in the casting would be 

3. 

expelled from the nozzle 7 as soon as the 
dies and the nozzle are separated. 
The means for admitting the air is shown 

in Fig. 6 as a rotary valve 72 mounted in 
the casing 73 on top of the cylinder head 54. 
The easing 73 has a port for the pipe 74 

which supplies the compressed air for op 
erating the piston 51 and expelling the metal 
from the pouring pot 20. It also has ports 
for, the pipe. 59 which is connected to the 
pouring pot, for the vent 75 which has a re 
stricted opening to the atmosphere, for the 
pipe 55 which is connected to the cylinder 
50, and for the pipe 76 which is open to the atmosphere. 

in the position of the valve shown in Fig. 
6, the act of pouring has been accomplished, 
and the compressed air in the pouring pot 
20 has been exhausted to the atmosphere 
through the pipe 59 and vent 75. The 
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cylinder 50 has been exhausted through the 
pipe 55, and the pipe 76. 

from communication with any of the other pipes. A slight rotition of the valve 72 in a 
glockwise direction will connect, the said pipe 
74 with the pipes 59 and 55 for the purpose 
of operating the piston 51 and expelling the 
metal from the pouring pot 20. 
At this time the exhaust ports communi 

cating with the vent 75 and the pipe 76 are 
shtit off. The valve 2 is formed of a ro 
tary cylindrical slotted part, and a central 
flattened part 77, which is fastened to the 
shaft for operating the valve. This allows 
of a closer fit of the valve with the casing 
and also allows replacement of the rotary 
part in case of wear. 
The stem 78 of the valve 72 is connected 

by means of a lever 79 to an operating rod 
81 which is given the proper motion for con 
trolling the valve 72. The rod 81 is joined 
to an enlarged plunger portion 82 which 
has a bearing in the bracket 83 formed on 
the casting 49. The lower end of the plun 
ger projects through the platform 9. A 
collar 84 is attached to the plunger 82 below. 
the bracket 83 and is provided with a shoul 
der 85 for engagement with the detent 86. 
which is pivoted on the bracket 87 bolted 
to the platform 9. The detent 86 is 
vided with an enlarged tail bent horizoh 
tally in order to cause engagement of the 
nose of the detent with the shoulder 85. 
A pin 88 is mounted on the casting 49 and 

moves upward with the sten 42 when the 
dies 6 engage the nozzle 7 and force the 
frnace and attached parts, including the 
rod 52, bodily upward. This upward move 
ment of the stem 42, to which the bracket 
N:3 is attached, causes a compression of the 
spring 89 mounted between the bracket 83 
a the collar 90 attached to the plunger 82 

- w - The compressed 

air admitted through the pipe 74 is cut off 

pro 
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and the relative notion of the parts causes 
a clockwise rotation of the lever 79 and at 130 
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tached valve 72 with respect to the cas 
ing 73. 
The clockwise motion of the lever 79 and 

valve 72 relative to the valve casing 73 is 
produced by moving the valve casing up 
ward while holding the end of the valve 
lever 79 relatively stationary. As the stem 
42, which bears the valve body 73, moves 
upwardly, the rod 81 does not at first move 
with it. This rod 81 bears a collar 84 hav 
ing a shoulder 85. The shoulder 85 is en 
gaged by the detent 86 so that the rod 81 is 
thereby prevented from rising during the 
first part of the upward movement of the 
stem 42 and attached parts. The valve is 
thus opened by the difference in movement 
between the valve casing and the operating 
rod 81. After the valve has been brought 
to the open position by movement of the 
stem 42 and attached parts, further move 
ment of these parts causes the valve to close 
automatically. This is accomplished by the 
pin 88 (see Figs. 9 and 10) which engages 
the tail of the detent or dog 86 and trips it 
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out of engagement with the shoulder 85. 
The spring 89 then restores the valve to 
closed position. 
At the same time that the stem 42 is mov 

ing upward, the melting pot 19 moves up 
ward and brings the rod 66 in engagement 
with its seat to close communication be 
tween the pouring pot and the melting pot. 
This occurs before the valve 72 is sufficiently 
rotated to admit air to the cylinder 50 and 
to the pouring pot 20. Hence, during the 
upward movement of the furnace 3 and at 
tached parts, the metal is shot into the dies 
by the action above described. As the stem 
42 is raised a trifle firther the pin 88 en 
gages the tail of the detent 86 and trips the 
detent, allowing the spring 89 to close the 
valve 72 by rotation of the arm 79 in a 
counter-clockwise direction. 

50 

At the same time that the air supply is 
shut of by the valve 72, the exhaust, ports 
connected with the cylinder 50 and the 
pouring pot 20 are opened to the atmos 
phere. The cylinder 50 is immediately ex 
hausted in order to close the nozzle 
quickly. The pressure in the ouring pot 
20 is released more slowly, in order to give 
the rod 52 time to set against the nozzle 7 
and to prevent any quick release of the pres 

55 
sure upon the metal which may, at this time, 
contain some bubbles of entrained air or 
other gas. 
The mechanism for bringing the die 6 

into engagement with the nozzle 7 and there 
60 

by raising the furnace 3 and attached parts, 
as above described, is shown more clearly in 
Figs. 1, 3 and 15. A cylinder 92 is mounted 
on the base 1, and is supplied with com 

as 
pressed air from a tank 93 under the con 
trol of a valve 94 for raising and lowering 
the die platform 4. A piston 95 connected 

to the plunger 5 is closely fitted in the cylin 
der 92 and inder the pressure of air, which 
can be admitted to either side, the platform 
4 may be moved up or down, as desired 
The rotary valve 94 is controlled by 

means of the handle 10 which is placed 
within convenient reach of the operator. 
The handle 10 is connected by a rod 21 with 
the lever 30 of the valve 94. 
in fig 25i have illustrated a modified 

form of controlling handle 139 rigidly 
mounted on the rod 21. A rack 140 is ar 
ranged to be engaged by the latch 141 which 
is pivoted on the handle 139. 
The die platform 4 has bearings on the 

columns 2 for guiding its movement to bring 
the die 6 into alinement with the nozzle 7. 
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Suitable dash pots 96 may be provided for: 
controlling both the upward and downward 
movements of the platform 4 in order to 
prevent banging of the parts together. 
These dash pots may be in the form of hy 

85 

draulic cylinders having regulable ports for 
governing the speed of the platform. The 
rotary valve, shown in section in Fig. 15, 
comprises a stem 97, upon which is mount 
ed the valve proper 98. The casing 99 has 
connections by the pipe 100 to the air tank 
93, to the upper end of the cylinder 92 by 
means of the pipe 101, and to the bottom of 
the cylinder by means of the pipe 102 as 
shown in Fig. 1. When one of the pipes 
101, 102, is connected to the air supply, the 
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other is connected to the exhaust pipe 103, 
which discharges into a muffler 104. 
dies it is necessary to open the dies. This 
is accomplished in the present machine by. 
mechanism automatically operated by rais 
ing and lowering the die platform, 
On the platform 4, are mounted a series 

of four sides arranged at the four sides 
of a rectangle. These slides 105,106, 107, 
and 108 are mounted on dove-tailed ways 
109, which guide the slides in the proper di 
rection. Each one of the slides is connected 
to a pair of levers 110 passing down through 
slots in the platform to a roller 111, to 
which the lower ends of each pair are at 
tached. These rollers play in guide brack 
ets i.i.2, which are bolted to lugs on the cyl 
inder 92. Each pair of levers is fulcrumed 
upon a bracket 113 (see Fig. 18) which 
brackets are so mounted as to allow an ad 
justment of the initial and final position of 
the levers. 

Dove-tailed ways 114, similar to the ways 
109, are mounted on the bottom of the plat 
form 4. The brackets 113 are slidably 
mounted on this ways and their position may 
be adjusted by means of the collar bolt 115, 
and the nut 116 fastened by the bracket 113. 
Afriction piece 17 controlled by a set screw 
119 clamps the bracket 113 in any desired 
position upon the ways 114 To adjust the 

100 
In order to strip the castings from the 
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fulcrum of the levers 110, the friction piece 
117 is released by releasing the set screw 
119 whereupon the bracket may be moved 
upon the ways 114 in either direction by 
suitable rotation of the collar bolt .15. 
After the desired position has been reached, 
the set screw 119 is tightened up to prevent 
strain on the collar bolt. The upper ends of 
the levers 110 are connected by links 20 to 
the slides 105, 106, 107 and 108. 

it can now be seen that upward movement 
of the platform 4, which carries with it 
the fulcrums of the levers 110, will cause 
the slides to move lengthwise in accordance 
with the guide brackets 112, Thus the dies 
6, 6, are closed together by the upward 
movement of the die platform, and are 
held in such relation by the levers 110, while 
the rollers 11 are traveling along the verti 
cal part of the guides, 
Upon lowering of the platform, the dies 

are separated and the casting may be 
stripped from them. 

In Fig. 2 I have shown one manner in 
which this stripping may be accomplished. 
The die blocks are perforated, and a num 

ber of rods 12} are fitted into these perfora 
tions so as to fill them completely. The rods 
are secured to a head 122 which is fastened 
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to a plunger 123. The plunger 23 projects 
through a bracket 24, and is provided at its 
outer end with a collar 125. A spring 126 is 
held between the bracket, 124 and the collar 
125 in order to hold the ends of the rods 121 
flush with the inner surface of the mold 
when the dies are closed. - 
Upon separation of the dies, the plunger 

123 strikes the stop bracket 127 which is 
bolted to the ways i09. The rods are thus 
held stationary while the die is retracted. 
As a result, the casting is stripped from 
the mold. 
In Fig. 7 I have shown in cross section 

the dies 6 for forming a Venturi tube with 
a collar, such a casting as might be em 
ployed in carbureters. The manner of strip 
ping the easting from the die is apparent 
when taken in connection with the descrip 
tion of Fig. 2; - 

In Figs. 12, 13 and 14 have illustrated 
the manner in which a casting having re 
cesses may be formed. In this case, the 
slides 106 and 108 carry the dies 6 and the 
slides 105 and 107 carry the core plungers 
28 which fit into openings in the dies 6. 
he core plungers, 12S are mounted upon 

dove-tailed slides 129 fastened in suitable 
blocks 130 upon the slides 105, 107 as shown 
in Fig. 14. Instead of employing a plural 
ity of stripping rods 121, a single stripping 
rod 121 is employed for each die, and a lost 
motion connection formed by the nuts 13i 
fastened upon the threaded part of the rods 
121 takes the place of the spring 126. 

85. It can now be seen that it will be neces, 

sary for the dies 6 to be moved into place 
before the core plungers 128 are inserted in 
the openings in the dies 6. To accom 
plish this, suitable can guides 112 must 
be provided so that the levers 10 govern 
ing the slides 106 and 108 will bring, these 
parts together before any motion of the 
level's 110, governing the slides - 105 and 
107, takes place. 

In Fig. 16 have illustrated a manner in 
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which the shield 12 is operated. A plural 
ity of standards 132 are mounted on the 
die platform 4 and are moved therewith. 
pon the upper end of these standards, 

pulleys 133 are mounted. A sliding, sleeve 
135 is mounted on each one of the rods i, 
aid the shield i2 is attached to each one of 
the sleeves. A flexible cable 136 is attached 
at Oile end to the shield 2 as by means of 
the thumb screw 137, and the other end of 
the cable is attached by means of an eye 138. 
to the base i. - 

It can now be seen that upward move 
ment of the standard 32, bearing the pulley 
133 will cause a movement, of the shield 12 
at twice the speed of that of the pulley 133, 
whereby the shield will be brought quickly 
into place when the dies are brought against 
the nozzle 7 and the shield will quickly be 
lowe'ed out of the way when the dies are 
separated from the nozzle. 
The operation of the machine may be 

briefly set forth as follows: The control 
handle is operated to raise the die platform. 
This brings the dies together as they are 
controlled by the levers 110 playing in the 
guide brackets 112, Continued upward 
movement of the die platform brings the 
dies into engagement with the nozzle. The 
entire ful'Inace and control mechanism is 
moved upward on the columns 2 against 
the tension of the springs 8. - 
The communicating port between the 

Inelting pot and the pouring pot is then 
closed by the first novement of the furnace 
and connected mechanism. Thereafter the 
valve, show at the top of Fig. 1, is oper 
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ated to adunit air to the cylinder 50, and to . 
the pouring pot 20. This opens the nozzle 

and metal is shot into the mold by the 
action of the compressed air from the tank 
60. Further upward novelinent releases the 
valve and shuts of the compressed air, al 

... lowing the cylinder 50 and the pouring pot 
20 to exhaust to the atmosphere. The op 120 
erator then moves the handle 10 to admit air 
to the top of the cylinder 92, 
5latform is moved downward. 
The nozzle is closed by the rod 52 upon 

the exhaust of the air from the cylinder 50. 

and the die 

As soon as the dies 6 disengage the nozzle 
25 

, the passage between the pouring pot and 
the melting pot is again opened and the 
pouring pot is filled with hot metal. Con 
tinued downward movement of the die plat- : 3 
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form withdraws the core plungers from the 
dies, opens the dies and then strips the cast 
ing from the mold. This operation may be 
repeated continuously and produces castings 
of a high grade in a minimum space of time. 
The operator is protected at all times, first 
by the fact that there is no pressure upon 
the melting pot, and second, by the fact that when pressure is placed upon the pouring 
pot the shield is in such a position that no 
metal can escape from the dies or the noz 
zle and even if the pouring pot should break 
no injury would be likely to result as there 
is only metal for a single casting under 
ressure and this is entirely inclosed by a 
E. brick furnace which would prevent the 
escape of any of the hot metal. 
The nozzle may be kept clean after each 

casting by merely brushing the same either 
with a scoop or a brush. - 
There is no danger of an accidental oper 

ation of the valve controlling the air pres 
sure, inasmuch as the same is dependent 
upon the dies being properly in place and 
raising the furnace and connected appar 
atus. That is, the valve can be tripped only 
by the actual operation of the machine, and 
even the most careless operator is not likely 
to be injured. The operation of the machine by compressed air gives a smooth and easier 
operation than would be possible by means 
of gears. - 

Instead of moving the dies into en 
gagement with the nozzle, the nozzle may 
be moved against the dies. consider that 
mere reversal of parts or mere reversal of 
relative movements of parts constitutes in 
itself no departure from my invention. 
While I have described my invention with 

reference to the details of this particular 
embodiment, I do not intend thereby to 
limit my invention, but consider the same 
to be broadly new, and desire that the ap 
pended claims be construed as broadly as 
possible. 
What I claim as new and desire to secure 

by Letters Patent of the United States is: 
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1. In a die casting machine, a melting pot 
containing hot metal, a pouring pot, a die 
mold automatically controlled, means to fill 
said pouring pot from Said melting pot, 
manually controlled means to connect said 
die mold and said pouring pot, and auto 
matically controlled means for subjecting 
the metal in said pouring pot to pressure 
only while the die mold and pouring pot are 
connected. 

60. 

2. In a die casting machine, a melting pot, 
a pouring pot connected to said melting 
pot, a valve between said melting pot and 
pouring pot, a die mold, means to connect 

for said connection and mechanisin oper 
ated by the connectionig 

melting pot, and said pouring pot, means to 

4. high pressure. 
said die mold with said pouring pot, a valve 

said die mold to . . . . -- - - 

said pouring pot for closing said first valve 6s 
and opening, said Second valve. 

3. in a die casting machine, a neiting pot, 
a pouring pot connected to said melting pot, an opening connecting said melting.csi and 
said pouting pot, a valve for closig said 
opening, a die mold, means to conneci, said 
die mold with said pouring pot, a valve for 
said, connection, mechanism operated by the 
connection of said die mold to Said pouring 
pot for closing said first valve and opening 
said second waive, and means for applying 
pressure to said pouring pot. . . " . 

4. in a die casting machine, a base, a die 
platform, dies movably mounted on said 
platforgi, a pouring pot having a nozzle for 80 
connection with said dies, a valve for con 
trolling said nozzle, supporting means 
yieldingly supporting Said nozzle. on Said. 
base, a melting pot, an opening between said, . 

Y 85 

r 9. 

move said die platform to bring said dies 
and said nozzle into engagement, and ménas. 
controlled by the engagement of said dies. 
with said nozzle for closing said valve. . . . 

5. it a die casting machine, a base, stads '9? 
ards hounted on said base, a souring pot. 
having a nozzle mounted on said standards, 
a die platform carrying a die. mold, means, 
to cause said die inhold to engage said nozzle. a melting pot having a connection with aid Q5 
pouring pot, a valve in said connection, said 
valve closed by the engagement of said 
mold, with said nozzle, and means controlled . 
by the engagement of said mold with said 
nozzle for applying pressure to said pouring 
pot. . . . . 

6. In combination, a base, guides mounte: 
on said base, a pouring poi, having a nozzle 
mounted on said guides, springs to hold said 
pouring got against movement, on said 20t 
guides, a die platform carrying, dienol 
for engage:nent, with said nozzle to move 
said pouring pot, against the tension of Said 
springs, means controlled by the movement 
of said pouring pot for applying pressure to 
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the interior thereof to discharge the met: 
into the die mold. . . . 

'. In combination, a base, guides secured 
to Said base, a pouring pot slidably mounted 
on Said guides, Springs to restrain mov - 
ment of said pouring pot, a nozzle connected, 
to said pot, said nozzle having a Valvo coin 
trolled opening therein, a die platform mov 
able on said guides, dies on said platform, 
means adapted to bring said dies into en 
gagement with said nozzle, and to move said 
pouring pot, and means set into action by 
engagement of the dies with said nozzle to 
subject the metal in said pouring lot to 

whe 
': 

3, in combination, a base guides secured 
to Saishase, a pouring pot slidably in ounted 
on said guides, spirings to strain 'trovement 

  



of said pouring pot, a nozzle connected to 
said pot, said nozzle having a valve con 
trolled opening therein, a die platform nov 
able on said guides, dies on said platform, 
means to bring said dies into engagement 
with said nozzle and to move said pouring 
pot, and means set into action by engage 
ment of the dies with said nozzle to subject 
the metal in said pouring pot to a high pres 

0 
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Sure, a melting pot, and means to fill Said 
pouring pot therefrom upon the disengage 
ment of said dies and said nozzle. 

9. In a die casting machine, a base, guides 
mounted on said base, a pouring pot having 
a nozzle slidably mounted on Said guides, a 
melting pot, a valve for admitting metal to 
said pouring pot from said melting pot, a 
waive for admitting air pressure to said 
pouring pot, and a valve for discharging 
said metal from said pouring pot, a die plat 
form having a die mold thereon, means to 
bring said die mold and said nozzle into en 
gagement, and aeans actuated by the en 
gagement of Said die molds with said nozzle for controlling said valves. 

10. In a die casting machine, a base, a 
plurality of guides mounted thereon, a pour 
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ing pot having a discharge nozzle mounted 
on said guides, springs for holding said 
pouring pot against movement, a die plat 
form having a die mold thereon, means to 
bring said die mold into engagement with 
Said nozzle and to move said pouring pot 
against the tension of Said springs, and 
means controlled by the movement of Said 
pouring pot for discharging the metal there 
from into the die molds. . . 

11. In combination, a base, a plurality 
of guides mounted on said base, a die plat 
form carrying a die inoid, said platform 
being movable on said guides, a pouring pot 
having a nozzie, means to move said die 
platform on said guides to bring said Inold 
and nozzle into engagement, a shield, and 
means operated by the movement of said 
die platform to move said shield into prox 
imity to said nozzle. 

12. In combination, a base, guides mount 
ed on said base, a platform on said guides, 
a die mold on said platform, a shield sur rounding said guides, pulleys Supported by 
said platform, cables connected to said 
shield at one end and to said platform at 
the other end, and passing over said pulleys 
for moving said shield to inclose said mold 
upon the movement of said platform. 

13. In combination, a plurality of guides, 
a pouring pot having a nozzle, a die plat 
form having dies thereon, said platform 
being movable on said guides, a shield for 
inclosing said dies, means to move said die 
platform on said guides to bring Said noz 
zle and said dies into engagement, and 
means to move said shield at a greater speed 

t 

than said platform to cause said shield to inclose the dies. 
14, in combination, a base, guides Sup 

poited by said base, a die platform holInt 
ed on said base and movable longitudinally 
with respect to said guides, said platform 
bearing a die mold, an air cylinder having 
its axis parallel to said guides and having 
a piston for moving said platform longi 
tudinally along said guides and cam con 
trolled means for causing said die noid to 
along said guides. 

15. In combination, a plurality of longi 
tudinal guides, a die platform inovable into 
and out. of pouring position along said 
guides, said platform carrying a separable 
die mold thereupon, levers for moving said 
parts together, an air cylinder parallel to 
said guides for moving said platform along 
said guides, and cam guides for moving 
said levers to close said moid, when the platform is noved to bring the mold into pouring position. 

16. In combination, a plurality of guides, a die platform carrying a separable die 
mold thereupon, levers for moving said 
parts together, an air cylinder for moving 
said platform, cam guides for moving said 

close up upon movement of said platform 
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levers to close said mold, and a hydraulic 
plunger for governing the speed of said 
platform. . 

17. In combination, a base bearing an 

members mounted thereon, said members 
movable in the same plane, evers for mov 
ing said slidable members, dies mounted 
on said slidable members, and cam guides 
for said levers for moving said slidable 
members to close said dies. 

18. In a die casting machine, a die plat 
foru having a plurality of slides thereon, 
lever's for moving said slides, fulcrums for 
said level's mounted on said platform, and 
means to adjust the position of said full crums on said platform. 

19. In combination, a plurality of guides, 
a base supporting said guides, die members 
slidably mounted on said guides, a pouring 
pot movably mounted on said guides. 
springs for resisting movement of said 
pouring pot, a nozzle for Said pouring pot 
adapted to be engaged by said dies, a sta 
tionary bracket, a valve rod connected to 
said bracket, a melting pot, a connection 
between said melting pot and said pouring 
pot, said valve being closed by the relative 
movement of said pouring pot and said 
valve rod upon the engagement of said dies 
with said nozzle. - 

20. In conubination, a plurality of guides, 
a base Slupporting said guides, die members 
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air cylinder, a plurality of guides mounted . 
on said base, a die platform having slidable 
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slidably mounted on said guides, a pogring 



pot on said guides, springs for holding said 
pouring pot, a melting pot connected to said 
pouring pot, a stationary bracket, a valve 
rod connected to said bracket, a port be 

5 tween said melting pot, and said pouring 
pot, a valve for closing the nozzle of said 
pouring pot, an air chamber, a port co 
necting said pouring pot with said air 
chamber, a valve for controlling the admis 

10 sion of air, said valves controlled by the 
movement of said pouring pot, caused by 
the engagement of the dies with..said nozzle 
for closing the port between said pouring 
pot and said melting pot, for opening said 

15 valve in said nozzle and for opening said 
air valve to connect said pouring pot with. 
said air chamber. '. 

21. In combination, a pouring pot hav 
ing a discharge nozzle, a melting pot hav 
ing a port connected to said pouring pot, 
valve mechanism for closing said port, a 
valve normally closing said discharge noz 
zle, a pressure pipe and an air tank con 
nected to said pouring pot, and means con 

25 trolled by the connection of a die mold with 
said nozzle for causing said valve mecha 
nism to close the port betweef said melting 
pot and said pouring pot, and thereafter 
applying pressure to said pouring pot and 
opening they alve in said discharge nozzle. 

22. In combination, a plurality of guides, 
a die mold movably supported on Said 
guides, a pouring pot mounted on said 
guides, a melting pot supported on Said 

35 guides and having a port connected with said pouring pot, a nozzle for Saidpouring 
pot for engaging, said die mold, a valve for 
said nozzle, a pressure pipe connected to 
said pouring pot, means to apply pressure 

40 to said pouring pot through said pressure 
pipe, means to open the valve of said noz zle, said pressure applying means and Said 
nozzle valve opening means being operated 

... by movement of E. die mold into engage 
45 ment with said nozzle, and means for all tomatically exhausting said pressure from 

d pouring pot and for closing said noz 
28. 

23. In combination, a pair of guides, a 
50 die mold movably supported by said 

guides, a pouring pot movably supported 
on said guides, a melting pot connected to 
said pouring pot, said pouring pot hay 
ing a discharge nozzle, means to bring said if die. mold into engagement with said dis 

' charge nozzle, means to apply pressure to 
, said pouring pot and to open the valve of 

said nozzle for filling said die mold, auto 
is matic means operated by the engageulent 

of said die mold with said nozzle for releas 
ing the pressure on said pouring pot and 
for closing said valve. . . 

524. In combination, a pouring pot, guides 
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for supporting, saidpouring poi, springs 
: 4- 65 for hol FaisalsTV. 

admit compressed air to said touring pot, a 

ing said second valve and applying pressure 
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inefit, a melting pot having a port connect 
ing with said pouring pot, a stationary 
bracket, a valve for closing said port con 
trolled by the relative movement of said 
pouring pot, and said bracket, a pressure 70 
connection for said pouring pot, a valve in 
said connection, means operated by rela 
tive movement of said pouring pot and said 
guides for opening said valve, and means 
controlled by further relative movement of 75 
said pot and said guides for closing said 
valve. . 

25. In combination, a plurality of guides, 
a pouring pot having a discharge nozzle 
Inovably supported on said guides, a sup- 80 
porting bracket movable with said pouring 
pot on said guides, a stationary platform, 
detent means mounted on said platform, a 
valve rod supported by said movable bracket 
adapted to engage said detent, said valve 85 
rod being operated by relative movement of 
said movable bracket and said stationary 
platform, an air pipe connected to said 
pouring pot, a valve in said air pipe, said 
valve controlled by said valve rod to admit 90 
compressed air to said pouring pot. 

26. In combination, a plurality of guides, 
a pouring pot having a discharge nozzle 
movably supported on said guides, a sup 
porting bracket movable with said pour- 95 
ing pot on said guides, a stationary plat 
form, detent means mounted on said plat 
form, a valve rod supported by said mov 
able bracket adapted to engage said detent, 
said valve rod being operated by relative 
movement of said movable bracket and said 
stationary platform, an air pipe connected 

00 

to said pouring pot, a valve in said air pipe, 
said valve controlled by said valve rod to 

05 

spring on said valve rod, a pin movable 
with said bracket to trip said detent, said 
valve rod being operated by said spring to 
close the valve... 

27. In a die casting machine, a melting 
pot, a pouring pot having a port connecting 
with said melting ot, a valve controlling 
said port, a die mold, a port in Said pour 
ing pot for connection with said die mold, 
a valve controlling said last named port, 
means to apply pressure to said pouring 
pot, means controlled by the engagement of 
said die hold with said pouring pot for 
closing said first valve, and means for open 

0. 

5 

120 
to said pouring pot while said first valve is 
closed. 

28. In a die casting machine, a melting 
pot, a pouring pot having a port connected 
therewith a normally open valve control 25 
ling said port, a die mold, a port in said 
pouring pot for connection with said die 
mold, a valve controlling said last named port, Ingans for admitting compressed air 
to said.pguring pot, means controlled hv thisis,   



, 1,257,478, 
engagement of said die mold with said pour 
ing pot for closing said first named valve, 
means for opening said second valve and 

0. 

applying air pressure to said pouring pot 
while said first valve is closed and auto matically acting means for closing said sec: 
ond valve and exhausting the air in said pouring pot. Y 

29. In combination, a pouring pot hav 
ing a nozzle, die molds for engagement 
with said nozzle, a valve for said nozzle, a pressure connection to said pouring pot, an 
air cylinder for operating said valve, a con 
trol valve for admitting compressed air to 
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said dies. 
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30. In combination, a pouring pot having 
a nozzle, a die mold for engagement with 
said nozzle, a valve for said nozzle, a pres 
sure connection to said pouring pot, an all 
cylinder for operating said valve, a control valve for admitting compressed air to said cylinder, and to said pouring pot to dis 
charge the metal from said pouring pot into 
said die mold, said valve automatically op 
erated to exhaust the air from said cylinder 
and from said pouring pot. 

31. In combination, a melting pot, a pour ing pot, a valve for connecting said melting 
pot and said pouring pot, a discharge nozzle 
connected to said pouring pot, a source of 
compressed air for driving the contents of 
said pouring pot out of said nozzle, a valve 
for said nozzle, and common means for sup plying fluid under pressure for operating 
said last named valve, and for driving the contents of said pot to Said nozzle. 32. In a die-casting machine a melting 
pot, a pouring pot in communication with said melting pot, a die mold adapted to be 
connected to said pouring pot, means con 
trolled by connection of said pouring pot 
with said die mold to close of the communi 
cation between said melting pot and said. pouring pot. e 

33. In a die-casting machine a melting 
pot, a pouring pot normally in communica 
tion with said melting pot, a valye for clos 
ing off said communication, said pouring pot having a nozzle, and a die mold adapted 
to engage said nozzle, said valve being closed by engagement of said pouring pot 
nozzle with said die molds. 

34. In combination a melting pot, a pour 
ing pot below said melting pot and connect 
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ed therewith, a passage way between said 
melting pot and said pouring pot, a nozzle 
forming an outlet for said pouring pot, a 
die mold, a valve for the passageway be 
tween the melting pot and the pouring pot, 
a valve for said outlet nozzle, means for sup 
plying compressed air to Said pouring pot, 
a valve for said compressed air supplying 
means, said valves being automatically con 

trolled by engagement of said die mold 
with said nozzle. . . . . . 

35. In a die-casting machine, a metal con taining member comprising a melting pot 
adapted to receive metal to be melted, a 
pouring pot formed axially in line with . 
said melting pot and below the same a wall 
between said melting pot and said pourin 
pot, said wall being axially apertured, sai 
wall having a valve passage therein, a pipe having its end fastened in said axial pas 

70 - 

75 
sage, a discharge nozzle for said pouring pot, said discharge nozzle having a passage 

to (xially of said pot, a valve controlling the said cylinder and to said pouring pot to dis 
charge the metal from said pouring pot into valve passage between said pouring pot and said melting?pot, and a valve having a stem projecting through said pipe for closing said discharge nozzle. / . . . . 

36. In a fiachine of the class described, pouring pot having a discharge nozzle, a 
cylinder having a plunger, a valve control 
ling said discharge nozzle, a connection be tween said plunger and said valve, and 
means for admitting a fluid under pressure. 
to said pot for discharging the metal therein 
and to said cylinder for opening said valve. 
8. In combination a pouring pot having a discharge nozzle, a cylinder in line with 
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said discharge nozzle, said cylinder having 
a plunger, a valve controlling said discharge 
nozzle, a stem connecting said valve and said plunger, a spring operating on said 

95 

plunger and tending to hold said valve nor- . 
mally upon its seat and means for admit ting compressed air substantially, simulta 
neously to said cylinder and to said pouring pot. 

having a plunger, a valve controlling said 
discharge nozzle, a connection between said 
plunger and said valve, means controlled by 
engagement of said die mold with said noz 
zle for admitting fluid under pressure to 
said pot and to said cylinder. 

39. In combination, a framework, a pour ing pot having a discharge nozzle, said pot 
being supported by said frame work, sepa 
rable dies for forming a suitable mold, said dies being movable into engagement with 
said nozzle, a fluid pressure cylinder having 
a plunger for moving said dies into engage 
ment with each other to form a suitable 
mold, a valve for said nozzle, means for sub 
jecting the metal in Said pouring pot to fluid 
pressure, valve means controlling said fluid 
pressure means, manual means controlling 
the movement of said plunger to cause said 

38. In combination, a die mold, a pouring pot having a discharge nozzle, a cylinder 

00 

05 

0. 

115 

20 

dies to close and to engage said nozzle, and . 
automatic means controlled by engagement 
of said die mold with said nozzle ating said valve. 

40. In combination a pouring pot having 
a nozzic, means for filling Saidpouring pot, 
means for discharging metal from said 

or oper 
125 

130 
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pouring pot, a plurality of dies, manually 
controlled means for closing said dies to 
gether and placing them in communication 
with the nozzle of said pouring pot, and 
automatic means for operating said fining 
means and said discharging means con 
trolled by placing said dies in communica 
tion with said nozzle. 

41. In combination a melting pot, a pour 
ing pot having a nozzle, a plurality of die 
sections, manually controlled means for clos ing said die sections together and placing 
them in communication with the nozzle of 
said pouring pot, and automatic means for 
filling said pouring pot from said melting 
pot and for discharging the metal from Said 
pouring pot into said die sections, said auto 
matic means being controlled by engagement 
of the die sections with said nozzle. 

26 

- 42. In combination a pouring pot having 
a nozzle, die sections, a cylinder for closing 
said die sections together and for moving 
the same into engagement with said nozzle, 
a manually operated valve controlling said 
cylinder, a shield movable by said cylinder 
for inclosing said die sections and said pour 

3) 
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ing pot, and automatic means controlled by engagement of said die Sections with said 
nozzle for discharging metal under pressure 
into the mold. 

: 43. A melting pot, a pouring pot, die sec 
tions, manually controlled means for closing 
said die sections together and for bringing 
the same into communication with said pour 
ing pot, automatic means controlled by 
bringing, said die sections into communica tion with Saidpouring pot for discharging 
metal from said pouring pot into said die 
sections, and means controlled by disconnect 
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ing said die sections from said pouring pot 
for automatically filling said pouring pot 
from said melting pot. 

44. In combination, a supporting frame, a 
pouring pot movable with respect to said 
frame, a pawl member on said frame, a - source of fluid under pressure for driving 
the metal from said pouring pot, a valve for 
said pouring pot, said valve being movable 
with said pouring pot, an operating member 
for said valve, spring means normally hold ing said valve in closed position, a catch 
connected with said valve operating mem 
ber, said catch being adapted to engage said 
pawl when said pouring pot is moved, and 
means movable with said pot for releasing 
said pawl and catch. 

40. 
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45. In combination a die mold, a support 
ing frame, a pouring pot, said pot and said 
die mold being relatively movable with re 
spect to each other, a source of fluid under 
pressure for discharging metal from said 
pot into said die mold, a valve, having a 
movable valve element, for admitting fluid 
under pressure to said pot, an operating 
member for controlling movement of said 
valve element, a detent member adapted to 
engage and hold said operating member, and 
means operated during engagement of said 
die mold and pouring pot to release said 
detent member to permit said valve to close. 
In witness whereof, I hereunto subscribe 

my name this 20th day of August, A. D. 
1914. w 

JOHN S. GOLDBERG. 
Witnesses: 

LEONARD W. NovANDER, 
JoHN H. DIENNER. 
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