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To all whom it may concermn: ,

Beit known that we, SAMUEL S. CASKEY and
JAMES M. DODGE, both citizens of the United
States, and residents of Philadelphia, Penn-
sylvania, have invented certain Improve-
ments in Molding-Flasks, of which the follow-
ing is a specification.

Theobject of ourinventionistoso construet
the cheek-piece of a three-part mold used for
molding grooved pulleys and like articles that
the mold can be packed more readily and
evenly and can be suitably ventilated, as
fully described hereinafter, reference being
had to theaccompanying drawings,in which—

Figure 11is a transverse sectional view of
the flask withthemolding-sand packed around
the pattern. Fig. 2 is a section on the line 1
2, Fig. 1, illustrating one-half of the flask.
Fig. 3 is a perspective view of a portion of
the cheek-piece of the flask; and Figs. 4, 5, 6,
7,8, and 9 are diagrams illustrating the
method of using ourimproved flask.

Heretoforein the manufacture of such cast-
metal articles as grooved pulleys, where a
three-part mold using a cheek-piece is em-
ployed, great difficulty has been experienced
in making upthe portion of the mold between
the cope and drag, for in the first place it
could not be readily packed so as to make it
even and solid throughout, and in the second
place it could not be properly ventilated. We
overcome these objections in the following
manner.

Referring to Fig. 1, A is the cope, and B the
drag, of the mold, and situated between the

shown in detail in Fig. 8, this cheek-piece be-
ing formed of two rings d d’, united together
at intervals by webs e, forming openings 5
through which the mold can be packed and
rammed and through which access may be had
to the mold to form the ventilating-openings
necessary for proper casting. Thering d has
an annular flange d?, which extends into the
mold toa point near the line of the rim of the
wheel to be molded, as clearly shown in Fig.
1, this flange d? being strengthened by a se-
ries of braces g, which extend from the webs
e, as shown clearly in Fig. 3 as well as in Fig. 2.
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We will now deseribe the manner of pack-
ing a mold in which ourimproved cheek-piece
is used.

We first lay the follow-board level and
place the pattern m thereon, as shown in Fig.
4, the patiern being divided at the rim, s0 as
to form a ring n, whichissecured to the main
pattern by screws k or other fastenings. The
cheek-piece is then placed in position with
the flange d* upward and resting on the fol-
low-board, and the drag B is set upon the
cheek-piece and keyed thereto, and sand is
then rammed into the drag, as indicated in
Fig. 4, The cheek-piece, follow-board, and
drag are then reversed, as shown in Fig. 5,
after which the follow-board is removed and
the cheek-piece is rammed as shown in said
figure, a parting-linebeing made at the upper
edge of the cheek-piece and the flange d?sup-
porting the rammed sand. It will be noted
that the sand can be rammed not only from
the top of the cheek-piece, but through the
opening f therein, thus insuring the proper
ramming of this portion of the mold, which
is important in the case of grooved pulleys,
as it is essential that the sand should be
properly rammed into the groove of the pat-
tern, so as to avoid the necessity of turning
the.pulley in the lathe after it has been cast.
The cope A, being placed upon the cheek-
piece and clamped thereto in the usual man-
ner, said cope is then rammed with sand, as
shown in Fig. 6, and after it has been prop-
erly rammed it is lifted off, as shown in Fig.
7, and the ring portion = of the pattern is de-
tached from the main body m, as shown in
Fig. 7, after which the cheek-piece D is re-
moved, as shown in Fig. 8, the flange d? sup-
porting the rammed sand insaid cheek-piece.
The body portion of thepattern can be readily
removed, after which the cheek-piece is again
mounted upon the drag and the cope upon
the cheek-piece and the wholelocked together
ready for pouring. Previous to the locking,
however, either during the process of build-
up the mold or after the moid has been built
up, suitable vent-openings are made for the
ready escape of gases that accumulate in the
mold, the openings fin the cheek-piece per-
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mitting the proper venting of the sand sup-
ported by said cheek-piece, as the venting-
tools can be readily inserted through the
openings.

It will thus be seen that by the use of the
improved cheek-piece we are enabled to make
an accurate mold,which will be properly vent-
ed and which will support the rammed sand
in a firm and substantial manner.

We claim as our invention—

1. The combination, in a molding-flask, of
the cope and drag with a cheek-piece situated
between the cope and drag, said cheek-piece
having a series of openingsthrough which the
sand can be rammed, substantially as de-
seribed.

2. The combination of the cope and drag
with a cheek-piece situated between the cope |
and drag, said cheek-piece havinganinternal
supporting-flange for the sand and openings
through which the sand between the faces

of the cope and drag can be rammed and
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through which vent-openings can be made in
the sand, substantially as described.

3. The combination, in a cheek-piece for
molding-flasks, of the two rings, webs uniting
the two rings together and provided with open-
ings between the rings, and an internal flange
forming an extension of one of the rings, sub-
stantially as described.

4, The combination, in a cheek-piece for
molding-flasks, of the two rings, webs uniting
the two rings together and provided with open-
ings between the rings, an internal flange pro-
jecting from one of the rings, and braces for
said flange, substantially as described.

In testimony whereof we have signed our

names to this specification in the presence of
two subsecribing witnesses.
‘ SAMUEL S. CASKEY.
JAMES M. DODGE.
Witnesses:
EUuGENE ELTERICH,
HeENRY HOWSON.
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