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To all whom it may concern:
Beitknown that I, STEPHEN JARVIS Apawms,
a resident of Pittsburg, in the county of Al-

legheny and State of Pennsylvania, have in-

vented a new and useful Improvement in
Gates for Molds and Castings Formed There-
by; and I do hereby declare the following to

. be a full, clear, and exactdeseription thereof.
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My invention relates to the runners leading
to castings and to the formation of the same,
and is speecially, though not exclusively, ap-
plicable to snch castings having wings there-
on, such as wagon-boxes having lugs or
feathers at the larger end thereof to enter
seats formed in the axle-hub to prevent the
box from turning. It is a well-knewn fact
that in most cases the bodiesof these wagon-
boxes are lathe-turned to a certain extent
after casting, the upper and the lower ends
being turned, the interior of the box being
reamed out and the outer surface of the box
being turned off, so that the box will be prop-
erly centered within the hub. :

It has been customary in most of the ordi-
nary wagon-boxes to have the lugs come ous
flush with the upper edge or end of the wagon-
box, and the gate or feeder feeding to. the
mold-cavity usually communicated with the
top edge of the mold-cavity where the cavity
was formed in a single or one-part mold.
Where, however, the gate communicated with
the top edgeof the mold-cavity, it left asmall
fin on such edge, which it was required to
turn off in fitting up the easting, and such fin

or enlargement on the edge of the casting-

was liable to catch the tool of the lathe and
duall or break the same, and in any case if the
lugs came out to thesame level with the edge
it was also necessary to turn them off, which
required great care and more work than de-
sirable. To overcome this difficulty where
these castings have been formed in two-part
molds, the upper edge of the lug has been
formed inclined from the upper edge of the
box downwardly toward the outer edge of the
lug or feather; but it has not been practi-
cable to cast this form of lug in a single-part
mold, and the castings made in the two-part
mold areobjectionable, asthe castings formed
therein have certain longitudinal fins on the
outer surface thereof, which require the
outer surface of the box to be turned off and
will dull or break the tools.

A principal object of my invention there-
fore is to produce such lugged and feathered
castings in single-part moldsin such manner
that the upper end of the lugs may be made
tapering from the upper edge or face of the
cylindrical casting, so that they will not re-
quire any dressing or finishing, and that the
gate or runner supplying the metal to the
mold-cavity can be broken from the casting
without leaving any fin or-such mark even
with the top edgeor face of the casting.

To these ends my invention consists, gen-
erally stated, in a mold for wagon-boxes or
other similar tubular articles having a mold-
cavity, a feather-cavity, and a gate or runner
cavity above the feather-cavity of a greater
width and thickness than the feather-cavity
and communicating therewith by abrupt an-

gles, so that along the edge of the feather or-

other part of the casting formed in the mold
there will be an angle, which willleave a weak
place, and the metal can be broken off at that
point, leaving the feather or body of the east-
ing extending at whateverincline or angle to
the main body is desired. :

It alsoconsists in improvements in the pat-:

tern for forming the mold and the casting
formed in the mold, as will be hereinafter
more partieularly described and claimed.

To enable others skilled in the art to make

‘and use my invention, I will describe thesame

more fully, referring to the acecompanying
drawings, in which—

Figure 1 is a perspective view of the pat-
tern: employed for forming the mold. Fig. 2
is a longitudinal section of the mold formed
by the pattern having the coretherein, Tig.
3 is a side view of the pattern. Fig. 4 is a
view of the casting made. TFig. 5 is a view of
the castings as formed in the mold, showing

-the feeder broken off from one plug and ex-

tending down from the other; and Fig. 6 is a

-view of the finished casting.

Like letters of reference indicate like parts
in each figure. : e

I will describe my invention specially in
connection with a wagon-box, to-which it is
specially applicable, its application to other
castings depending, of course, on the shape of
the casting to be made. ‘

The pattern ¢ has the head b for forming
the core-seat or print for the head of the core
and the extension ¢ for forming the core-seat
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for the lower or small -end of the core. The

body d of the pattern forms the mold-cavity,:

and it is provided with feather or lug pat-
terns e ¢, said lug-patterns being of any suit-
able shape. Extending up from the lug-pat-
terns are the gate or runner patterns f, which
extend up longitudinally of the head-pattern
b, so as to form the gate for feeding the metal
to the mold-cavity and the riser-gate through

which the air and gas ‘may escape from the.
mold and the metal rise during casting. Such
pattern is employed in the usual way in form--

ing single-part molds, one or more of such
patterns being secured to a pattern-plate and
extending up within a flagk, as at g, and the

sand being compacted within the mold, so as
to form a cavity corresponding with the pat-.

tern a.
It will be noticed that the gate-patterns f

are connected to the lug-patterns by what.
might be termed an “angle-joint” h—that is.
to say, that there are abrupt angles at the;
points of juncture on the three sides of the

lug between the same and the gate-pattern—

and that the gate-pattern is of greater width,

and thickness than the lug-pattern at the
pointof jointure therewith,so that in the cast-
ing formed there will be a runnecr-casting of
greater width and thickness than thelugand

connected thereto by angle-joints, as herein-.

after described.
The mold-cavity formed by the pattern cor-

responds to the same, having the main mold-
cavity ¢, the lug-cavities %, and the gates or
runners [, and the coren fits within the mold-:

eavity .its core-head m’ forming the upper
edge or face of the mold-cavity, while, as said
head m’is cylindrieal, it forms the inner wall
of the pouring-gate I The core extends
through the mold-cavity and is centered on
the lower end thereof. Asthe mold is so con-
structed it will be seen that it has a main

mold-cavity, & feather or lug cavity, and a:

gate or runner cavity above the feather or
lug cavity and of greater depth and width
than the same and connected to such feather
or lug cavity by angle-joints, as at n’. In the
casting of the metal in such mold the metal en-
ters through oneor the otherof the gate or run-
ner eavities and flows through the same and
through the lug-cavity communieating there-
with into the main mold-cavity, filling such
main mold-cavity and entering into the oppo-
site lug-cavity and the opposite ranner-cavity,
either rising in the same where the mold is
poured from above or descending into the
same where the metal enters the mold from
below. When the casting is formed and re-
moved from the sand, it will be found that it
has a main body p, a lug or lugs r, a gate or
runner casting s, extending up from eachlug,
and that such gate or runner casting is con-
nected to the lug by an angle-joint ¢, while
the gate or runner casting is of greater width
and thickness than the lug. It will also be
noticed that the angle ¢ between the gate or

runner casting sand the lug r extends around
three sides of the lug, while the opposite side
of the lug formspartof the box, and that such
gate or runner casting extendsabove the box
and is otherwise unsupported. The angle-
joint ¢ between the gate or ranner casting
and the lug therefore forms a weak place
along which the gate or runner casting can be
broken from the lug, and such casting can be
knocked off either by hand or will break from
the lugs in the turning-barrel, breaking off
along the angle-joint #, as that is the weakest
point between the lug or gate and runner cast-

ing. This angle-joint ¢ can be madeatan in- .

cline downwardly from the upper face of the
casting, and therefore, when so formed, as
the top edge of the lug extends ata down:
ward incline from the top edge or faceof the
main casting, when such face of the main
casting is dressed off it will not be necessary
to turn the face of the lugs and the lugs will
not extend up above the top edge or face of
the casting, the turning of such lugs being
therefore avoided.

It will be seen from the above description
that the principle on which the casting and
the gate or runner casting are formed is that
the gate or runner casting shall be of greater
thickness and width than the lug or feather,
or that part of the casting with which it con-

| nects, and the weak line along which the same

ghall break is formed by the abrupt angle
necessary to connect the feather orother part
with the gate-casting, of greater thickness and
width, as distinguished from theordinary way
heretofore practiced, in which the ordinary
ranner-casting has been made of smaller di-
ameter at the point where it is to be broken
off, so as to leave the weak point for breaking.

What I claim as my invention, and desire
to secure by Letters Patent, is—

1. A mold for forming wagon-boxesand like
articles having feathers or lugs thereon, hav-
ing a main mold-cavity, a feather or lag cav-
ity extending along the same, and a gate or

runner cavity above the feather-cavity and of
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greater width and thickness than the feather- -

cavity, said gate or runner cavity comuni-
cating with the feather-cavity by abrupt an-
gles, substantially as and for the purposes set
forth.

2. In tubular castings having feathers or
lugs thereon, the combination, with the main
casting having a feather orlug formed there-
on at one end thereof, of a gate or rununer
casting extending above the lugand of greater
width and thickness than the lug, said gate
or runner casting conneeting with thelug by
abrupt angles, substantially as and for the
purposes set forth.

In testimony whereof I, the said STEPHEN
JARVIS ADAMS, have hereunto set my hand.

STEPHEN JARVIS ADAMS.

Witnesses:

James 1. KAy,
J. N. COOKE.
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