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To all whom it may concern:

Be it known that I, HUBERT SCHON,, of
Apollo, in the county of Armstrong and State
of Pennsylvania, have invented a new and

s Improved Chill for Making Chilled Castings,
© of which the following is a full, clear, and
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exact description.

The object of the invention is to provide a
new and improved chill for making. chilled
castings, in such a manner as to obtain more
uniformchilling of the metal throughout, and
to prevent tearing or bursting of the castings
or chills,

The invention consists of certain parts and
details of the chill, and combinations of the
said parts, as will be fully described herein-
after, and then pointed out in the claims.

Reference is to be had to the accompanying
drawings, forming a part of this specification,
in which similar letters of reference indicate
‘corresponding parts in both the figures.

Figure 1is a sectional side elevation of the
improvement on the line 1—1 of Fig. 2; and
Fig. 2 is a sectional plan view of the same on
the line 2—2 of Fig. 1.

The improved chill shown in the drawings
is arranged for forming chilled solid rolls, but
other articles can readily be made by chang-
ing the form of the mold;

The improved chill is provided with the
chilling surface A, of any desired shape or
form corresponding to the article to be cast.
This chilling surface A is formed by a series
of .hollow chill blocks A’, which' constitutes
a series of cooling chambers B, each connected
at its lower end by a port C, with an annular
water-way D, into which discharges a pipe E,
connected with asuitable source of water sup-
ply and provided with a branch pipe E/, con-

o nected with a source of steam supply, so that
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either cold water or water and steam can be
passed through the pipe Einto the said annun-
lar water-way D, and from the latter through
the ports Cinto the chambers B. Each of the
latter is connected at its upper end, by a port
C’, with a second annular water-way D, lo-
cated directly above the water-way D, and
provided with an outlet pipe F, for carrying
off the water and steam after it has circu-

-lated through the chill.

The cooling chambers B are separated from
each other by cored spaces G,extending from
the top to the bottom of the chill, s¢ that air
can circulate or pass through thesame. The
inner walls of the chill are sawed or other-
wise cut, as at H,so0 that the cut extends into
the corresponding spaces G, from the top to
the bottom of the chill. By this arrangement
the chill is prevented from bursting, as it can
readily expand and contraet between the in-
dividual cooling chambers B. ‘

Now, in using the chill the operator first
opens the valve E? in the water supply pipe
E, and also a valve E3in the steam supply
pipe E’; to permit water and steam to pass
into the lower water-way D, the water becom-
ing heated by the steam, and the water can
pass from the annular water-way through the
several ports Cinto the chambers B, to finally
pass out.through the ports ¢’ intothe annular
water-way D’, and from the latter through
the pipe F to a discharge receptacle.

It will be seen that by circulating hot water
and steam through the chill as described, the
latter is heated, and then the molten metal
is poured into the chill to form the casting,
after which the operator closes the valve K
to shut off the steam and to permit only cold

manner above described.
It will be seen that as the chill had been

filled with hot water, the incoming cold water

gradually displaces the hot water and steam,
so that the chill is gradually cooled by the
circulation of the cold waterthrough thechill.

‘Now, as -the entire chilling surface is sur-

rounded by the chambers B, the molten metal
in the mold A will be gradually cooled and
chilled throughout, so as to produce a uniform
chilled casting. It will further ba seen that
the degree of hardness of the casting can be
readily regulated by the operator manipu-
lating the valves E E3 so as to gradually
change the temperature of_ the water circu-
lating through the chill.

If it is desired :to chill the molten metal
very strongly, then the steam is shutoff sud-
denly by totally closing the valve E3, but when
it is desired to produce a casting of a less
chilled degree, then the steam is gradually
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shut off by the operator manipulating the

valve I? accordingly. ‘

Having thus fully deseribed my invention,

Iclaim as new and desire to secure by Letters
5 Patent—

1. A chill comprisinga chilling surface sur-
rounded by a series of cooling chambers, an-
nular water-ways connected by ports with
the said eooling chambers to circulate water
through the latter, and air spaces or channels
for separating the cooling chambers from
each other, substantially as shown and de-
scribed.

10

2. A chill comprising an annular series of
hollow chill blocks each forming a cooling
chamber provided with an inlet and an out-
let, and two annular water-ways one of which
is connected with the inlet ports of the cool-
ing chambers, while the other connects with
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the outlet ports of the said chambers, sub- 20

stantially as deseribed.
, HUBERT SCHON.
Witnesses:
Turo. G. HOSTER,
C. SEDGWICK.




