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UNITED STATES PATENT OFFICE. 
WILLIAM T. BAUSMITH, OF BELLEVUE, KENTUCKY, ASSIGNOR, TO WICTOR SAFE & 

LOCK CO., OF CINCINNATI, OHIO, A CORPORATION OF OHIO. 

NOD FOR, HOLOW CASTINGS, 

948,2S8. Specification of Letters Patent, Patented Feb. 1, 1910. 
Application filed July 28, 1905. Serial No. 271,592. 

To all whom it may concern: 
Be it known that I, WILLIAM T. BAU 

SMITH, a citizen of the United States, and residing at Bellevue, Campbell county, State 
of Kentucky, have invented a certain Mold 
for Hollow Castings of a Certain Shape; 
and I do declare the following to be a clear, 
full, and exact description of the invention, 
attention being called to the accompanying 
drawing, with the reference characters 
marked thereon, which forms also a part of this specification. 
This invention relates to a mold for hol 

low castings of a shape similar to the knobs 
or handles used for the purpose of manipu 
lating the combination locks of safes. These 
knobs are now made either solid, or if hol 
low, they are built up of several pieces con 
nected to each other. 
The object of my invention is to manu 

facture such knobs in one integral piece and 
to have them hollow to save metal. 
The mold as hereinafter described and 

claimed and as illustrated in the accompany 
ing drawing in which: 

Figure 1. shows a central cross-section 
Fig. 2. a side-view and Fig. 3, a top-view of 
such a knob concerned in my invention and 
which in form of an integral, hollow casting 
is produced by the means described in my 
invention. Fig. 4-shows the top or cope 
mold in a vertical central cross-section. Fig. 
5-is the core of the knob shown in side-ele 
vation. Fig. 6 is the mold-core, a supple 
mentary part of the lower, or drag-mold. 
Fig. 7- shows the lower part or drag of the mola which receives the complementary part 
above mentioned, both being shown each in 
a vertical, central cross-section. Fig. 8 
shows all these parts assembled to form the 
mold complete. Fig. 9-shows how the cope 
and drag-molds are produced, they together 
with the inserted patterns being shown in a 
central, vertical cross-section. Fig. 10 
shows in side-elevation a part of the pattern 
whereby part of the mold-core shown in 
Fig. 6 is formed. Fig. 11-shows in a ver 
tical, central cross-section this part in posi 
tion together with additional, complemen 
tary parts required to form this mold-core. 
Fig. 12-in central, vertical cross-sections 

core is released from the parts whereby it 
has been formed, the latter being shown in 
reversed position below the reversed ring 38 
from which it has been released and sup 
ported upon a plate 39. Fig. 13-shows in 
a vertical cross-section and at reduced scale 
how the cope and drag-molds may be pro 
duced in multiple by means of a match 
plate. Fig. 14-shows in a similar view 
means whereby the mold-core may be pro 
duced in multiple. 
In the drawing 19 indicates the handle 

proper and 20 an annular flange which pro 
jects laterally from the shank 21 of the knob 
and usually at its outer, inclined edge car 
ries the graduations, marks and numerals 
constituting a dial provided and used to 
govern the rotation of the handle for setting 
a certain combination of the lock. 22 is a 
hub on the inner side of the handle whereby 
the same is mounted upon the lock spindle. 
As before stated the object of my invention 
is to produce such a combined knob and 
dial in form of an integral, hollow casting, 
a core 23, see Figs. 5 and 8, being used for 
this purpose which is prepared in a proper 
Way in a customary core-box. 

24, Fig. 9 is the pattern for molding the 
cope-mold 25, and 26 is the pattern for mold 
ing the drag-mold 27, these molds contain 
ing respectively the upper or outer part of 
the knob and the underside of its flange 20, 
together with the hub 22 and the print 2S 
for core 23. These two parts of the mold 
are prepared in the customary Way in flasks 
29 and 31, patterns 24 and 26, preferably 
combined in one piece, being first placed in 
one of the flasks, after which the other flask 
is Superimposed and rammed, a molding 
board 32 being used and placed under the 
lower flask. As shown, the flasks are in a 
position reversed at this time against the 
position which they later occupy when the 
completed mold is set up for casting, see 
Figs. 9 and S, although their particular ar 
rangement at that time for filling them is 
not important. The division or parting of 
the molds so formed is at a point in line 
with the largest diameter of the knob. For 
molding the inner or under side of the same 
with its shank 21 and the upper or outer illustrates the procedure whereby the mold- side of flange 20, I provide a mold-core 33, 
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the same being independently prepared out 
side of the mold in reversed position and by 
means shown in Figs. 10 and 11. 
figures, 34 is a base which contains the pat 
tern 35 for the upper or outer side of flange 
20, the pattern 36 for the under side of the 
knob and its shank 21 being removably 
seated therein, it being centered by a pin 
37, which is fitted to enter a socket in the 
lower pattern 35. A ring 38 is fitted on 
the upper side of base 34 to confine the sand 
while this mold core is formed. After that, 
pattern 36 is carefully lifted out and a plate 
39 (see Fig. 12) is placed on top of ring 
3S. This latter and base 34 are next re 
versed and base 34 is lifted off and finally 
ring 38 is raised off from plate 39, leaving 
the complete mold-core resting on Said plate 
as shown in Fig. 12. Before proceeding 
further, this mold - core may be dried or 
baked. All parts of the mold are now com 
pleted as shown in Figs. 4, 5, 6 and 7 and 
ready to be assembled. For such purpose 
the drag-mold (Fig. 7) being in proper po 
sition on board 32. (see Fig. 8) the mold 
core 33 (Fig. 6) is set into the recess re 
served for it, it being understood that the 
thickness of pattern 26 is such as to reserve 
the necessary space for this purpose, that is 
to receive the mold-core. This latter when SO 
inserted completes the drag-mold of which 
it forms a complementary part. Core 23 
(Fig. 5) is next set into its print 28, after 
which the cope-mold 25 (Fig. 4) is set on 
top of the drag-mold, thus completing the 
mold as shown in (Fig. 8). Perfect fit and 
centering of the parts is insured by the usual 
ins and lugs on the outside of the flasks. 
prues and pouring gates 40 are provided 

in the usual manner. 
It will be noted that pattern 36 is comple 

mentary to pattern 24 for forming the mold 
for the outside of the knob with parts of its 
shank, while core 23 forms the inside there 
of. Pattern 35 is complementary to pattern 
26 for forming the mold space for flange 20, 
the first forming the upper, or outer side and 
the other the under-side of the same. Mold 
25 (see Fig. 8) is complementary to the up 
per side of the mold-core 33 and to the top 
of core 23, both being in line while mold 
27 and the lower part of core 23 are comple 
mentary to the under-side and central space 
of this mold-core, meaning thereby the parts 
mentioned inclose the space into which the 
molten metal is received to cast the knob. 
Any inscription on the outside of the knob 
as well as the graduations and figures on 
flange 20 are all accurately produced being 
contained, the first in the cope-mold and the 
other on the underside of mold-core 33, they 
being provided for on patterns 24 and 35 
respectively. For producing molds 25 and 
26 in multiple, say 6 or 12, molding by 
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match-board is resorted to, a match-board 
41 being used as shown in Fig. 13. The 
mold-cores 33 may also be produced in mul 
tiple and in numbers corresponding to those 
produced by match-board 41, by modifying 
the means shown in Figs. 10, 11, and 12 for 
forming a single mold-core. In place of 
molding-base 34 a board 42 is used of Sufi 
cient size to provide for patterns 35 in such 
numbers as is desired. A tray 43 takes the 
place of ring 38, the same resting On board 
42 and having openings in its bottom to ad 
mit patterns 35. It is not necessary to lift 
this block of mold-cores out of this tray, 
and they, together with this tray may be 
set into the drag-mold to which they are 
complementary, this latter being formed ac 
cordingly and in a manner substantially as 
shown in Fig. 13, to reserve the requisite 
space. As a matter of fact even in the case 
as first described where these mold-cores are 
formed singly, it would not be necessary to 
remove them from ring 38 provided of 
course the recess in the drag-mold is suffi 
ciently large to receive both. 

It Will now be seen that I am enabled to 
produce by means of a two-part flask and 
one parting, a knob of a shape substantially 
as shown and which is hollow and provided 
with an integral flange, containing also in 
its face all the graduations, lines, numerals 
E. characters which are required for the 

Cla. 
Having described my invention, I claim as 
eW 
A two-flask, single-parted mold for cast 

ing in an integral piece, a hollow safe-knob 
with a circular flange having dial gradua 
tions and a hollow shank which combines 
both, the lower of the two flasks below the 
parting line containing the drag-mold which 
is provided with a cup-shaped recess, the 
bottom of which is pattern-formed and has 
also a central core-print, an independently, 
pattern-formed mold-core fitted to this re 
cess in a manner that when in position its 
upper side is even with the upper side of the 
drag-mold and even with the upper edge of 
the lower flask, whereby these alined upper 
sides constitute the parting line of the mold, 
said mold-core being open in its center-por 
tion and pattern-formed therein as well as 
on its under side which is complementary to 
the pattern-formed bottom of the recess in 
the drag-mold, it being spaced from said bot 
tom to admit the metal for the flanged and 
graduated dial-member of the casting, a cen 
tral core seated in the core-print mentioned 
from which it extends upwardly through the 
opening in the mold-core and above the 
same, it being spaced from the mold-core to 
which it is complementary the metal for the 
hollow shank and for the lower part of the 
knob being admitted between the two, the 
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upper of the two flasks containing the cope- metal for the upper part of the hollow 
mold which is fitted to the drag-mold on the knob. 10 
parting line formed by the alined upper In testimony whereof, I hereunto affix my 
sides of said drag-mold and the mold-core signature in the presence of two witnesses. 
therein, and pattern-formed on its underside WILLIAM T. BAUSMITH. 
complementary to the upper part of the cen- Witnesses: 
tral core which projects above the mold-core, C. SPENGEL, 
and from which it is spaced to admit the C. MEYER. 


