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" In pipe casting, for the mass production

4" Application filed February 25, 1930, Serial No. 431,503, and in Germar

 of cast iron pipes:n sand moulds,. the manu:
. facture of the cores plays an important part.
" For each pipe to: be cast, a new core is re-

-0

o

 ished: pipes to--th
- this connéction-jt is alr ‘
core-making : shop . to-be -arranged imme-
“diately-adjacent to the casting shop, and:the -

1 cores, commiencing from the first.op

- ranged in‘such amanner that they are always

30

_three core waggons, which -alternately pass

o

“two shops are:in ‘
, ~A further advance:in ‘arriving.
‘at the fastest method of producing and feed-..
ing the cores is constituted by the increased:

thh, ac- -

quired; in addition to a sand ‘mould... . For
themass: production: of. cores thereby ren:

dered necessary, one has to find the shortest
‘way of-bringing the-cores to the sand moulds *
~ and of transporting the core spindles, which ..
‘always have to be:used again, from'the finz

‘core-making. shop. . In
ig-already usual for the

in direct communication with

each: other:

ouput of  the drying chambers,:
cording to the -present- inventio

Kept: ﬁlled with' cores, - whereby the:absolute:.
ly ‘maximum tse.of the heating gases-isten: 1
sured: “An-endeéavour must also be' madein -

the divection of using -ag: few drying. cham-
‘bers a§ are possible;, “as by -this means, an
sconomy is effected in the transport-charges

 for the cores arid algo for the core spindles..
- For this.purpose the drying chambers are. of

the ‘two' storey type and always work with

.into -the:two ‘storeys of ‘the drying cham:

bers. To:enable-the ‘core waggon to be:
brought to-the height of the-top. storey of -
the drying:chamber, itis arranged to travel
on“a lifting table. The empty core spindles;

- returning from the casting shop, have to be

40

again -provided with -core material. “The

- waggons, conveying the core'spindles; areat -
ryingchamber, and
must- be brought to the sidewhere the
‘waggons ‘are standing -with fresh cores, ‘as -
_thie core- lathes dre situated here. -For this:
‘purpose ‘the -waggons, ‘carrying the empty
core spindles; must also be conveyed: on lift-
- ing  tables. - In::their- highest: position . the

the outer ‘sids' of the

‘- waggons “with ‘the ‘empty core spindles will

- then be brought:back to the other side .of the -
- drying: chamber over the-top of ‘the drying -
? chambers; such. transport: being -preferably: -
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the drying ,
-core waggons:in:both itsstoreys.: - This

“the core spindles over the filled drying ch

“of the coremaker. is not disturbed by.the -

~without interrupt;

ing. Thus the whole

‘and 'the operators do not need: to

“anceof the appended:dra

~..On the-appen

-plant in aceordance with: this in
-of m casting shop adjacent theret
. Figure 2 is a-ground-plan-of
csuch aplant. =t s s G
. Figure 3:shows in elevation-the:device for: -

cones: i

“for the: manufacturs s

eﬁ'ected by ‘means of anelectric winch:

hamiber is always:kept fu

head “transport. of the.waggons containing:

‘ber has the further advantage that the wor

taking away of the finished cores from the -
drying chamber and their conveyarce tothe”
casting shop. | On the other hand, the:c r
turning or. lathe-work 'isr proceeded with;
n on the one side of the
here the lathes are stand-

drying chamber w

on’the floor of the shop, can be carrie

teps: or ladders for the purpose of Hanging
’ n the crafe ho
ed icores.

.a LA WINGS: col
junction®with a-casting shop, which: enables
the whole process, which has to be followe
the production:and. use of the:cor

iinderstood. . 1

le'cvl, dmwm
+. Figurelisa section through a

feeding the cote waggons through. the core~ =27
‘making shopris T o e T B 20
s Figure 4 1s

-ground-plan of Figure 3. - :
~ Figures .5-and 6-are-an elevation -and - ol
ground-plan “diagrammatically showing-the = .~ .
working -track “completely ‘covered. by the .v95‘ :

Tt is obvious that the:plant illustrated 387
: et of large types of pipes-
with a diameter of 100:to 120 m;/m. =T this-
Gonnection the suppls 12301 rom:the
core-making. shop:te




~movement inside these two shops can only be

effected by cranes, as the cores are so heavy

that they
workmen. R ; :
The moulds 1 in- the casting shop 2 are

could not be carried even by two

- manufactured, by a pipe mould stamping ma-

~ are pltced in a-row in the‘immediate neigh-

10

chine 3, oiva rotary frame 4, of which sevetil

bourhood of the shop 5 for the core-malking.

The travelling crane 6 takes the cores 7 direct

from the core-making shop 5 and deposits

- them in the moulds 1.  For this-purpose. the
- core must change its position from the hori-

15-

zontal.to.the vertical.  This is-done with the
aid of a crane 8 in the shop 5. The reverse
process takes place when the casting shop
crane 6, after the casting of the pipes in the

~ moulds 1, extracts the hollow iron spindles of

~the cores (which always have to be used over
-again) from the moulds 1 and deposits them

~on'the core waggon 9.  The casting of the
~ pipes is effected by means of the travelling

25

~'waggon, so that there are always three wag-
: géonsr‘Q,{ 9¢ and 95 simultaneously in use.

_crane 10 and the casting pan 11.  In the core-

making shop 5 there is the two-storied dry-
ing chamber 12a, 12b. = At each side and in
the drying chamber there is located a core

roups of corewaggotis and drying cham-
bers corresponding to the number 6f mould

frames 1; 4, in the casting shop 2; are ar-

- ranged behind each other in the shop 5. ~The
~.core Waggons 9, 9, are conveyed vertically on

-lifting tables, 13, 18a, which are lifted and

lowered " in -the embodiment shown in ‘the
drawings by two hydraulically driven pistons

20, 20a.. The core waggons 9, 9a and 95 are.

£ conveyed horizontally by a dtawing device

40

s
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15 (cable, chain

‘ in or ‘the like) dtiven by an
electric winch 14 orby the crane 6. -

. Working process -

© "'Fhe core spindles e extracted from the

finished cast. pipes by means of the crarie 6,
and-are laid ‘on the core waggon 9. When
the core waggon is fully loaded, tlie lifting
table 13 is brought to such a height that the
wageon can be drawn back over the top of
the diying chambers 120, 125 by means of
the winch 14,15 to the lifting table 130 which
is stgnding in @ raised position. During this

- time there are two core-waggons.9a, 95 in

65

the drying chamber.  Thereupon the lifting
- table 13a-is lowered and the. core-makers

55 ]
17 to ene of the core lathes 16.° Here the

lift the core spindles by means of the crane

core spindles are wonnd rownd with straw
ropes- or the like, after which a clay-like
core mass is applied thereto.  The core is
then taken from the lathe 16 and-laid again

‘on the coré waggon.  When. all the cores,
~~which this waggon can take, have had their’
first ‘application ¢f clay, the core waggon is

drawn into the drying chamber with the aid

of the: wineh 14, 15.  The lifting table 134

1,789,648

1s now brought to such a height that the load-

ed core waggon in the top or bottom storey of -

the drying chamber can be drawn out on to
this hifting .table. ~The' cores now receive
their second application which consists of a
more sandy clay (smooth coat). After this
has: been dome, the core wagpon is pushed
back by-the wineh 14 into the drying cham-

~ber and the process is repeated with the next

core waggon. After a third operation on the
lathes viz. the application of the graphite,
the core waggon does not return back to the
core-making shop but is, with the aid of the
crane and- uging a.cable, rope -or the like
and loose roliers, withdrawn from the dry-
ing chamber and placed on tlre lifting table
13, from whete the corés are now passed to
the moulds 1, which have, in the meantime,
been - completed, the above being effected
without the: coresmakets- being hindeted in
tlie preparation of the cores by the removal
of ‘finislred cores or:the bringing back of
the empty core spindles.from- tlie casting
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shop. - The cores and core spindles, which

latter dre always returning back to be used
“again, thus take the shortest possible course -

from the core-making ‘shop to: the. casting
shop. The courses; taken by the cores are
diagrammatically represented. in Figures 5
and: 6 of the drawing. - The extended lines
show the conrse from the core-making shop
tothie mouldsi.¢. in the direction of the arrow
17. The empty céore spindles: make the re-
turn journe
and dotted line1s. . . »

- The invention eénsures an uninterrupted
and- unimpeded  working with a minimum

number of core spindles and all other work-

%o

g5 .

y-in the direction of the arrow =
S 100 .

ing accessories in the production stoves, core-

- making and easting shops; by virtue-of the

fact that the utmost use is made of such work-
ing. accessories by avoiding -empty running
and standing still of the plant. T
Claams: =~ - = LT
1. Plant for the manufacture -and trans-
port of cores and. core spindles for cast iron
pipes; comprising waggons for receiving the
core spindles extracted from the pipe moulds,
which waggons stand 'in the core-making
shop and adjacent the casting shop, core dry-
1ng chambers, and means for transferring the
said waggons ever the core drying chambers
to the cove lathes on the opposite side of the
drying ehambers. .~ - S
2. Plant for the manufacture and tians-
port of cores and core spindles for esst iron
pipes; comprising ‘a drying chamber having

two or-more storeys, means for: raising and

lowering eore waggons; on the sifle of the
drying chamber on which the cores are pre-

pared; to plate the waggons in an upper
storey, means for raising and lowering. core-

105 -

j10

115

120

125 -

waggons on the epposite side of the drying - k

chrambe

ber to receive waggons from an upper -
storey in the drying chamber, and eaiis for

130



- passing ‘a waggon, carrying core spindles; -

10

15

“sides of the drying chamber for raising-and:

L7eeeds

over the drying chamber to the core lathes .
on the opposite side of the drying chamber:

3. Plant for the manufacture and trans-
port of cores and core spindles for cast iron- * _
pipes, comprising a drying chamber having.- -~
twoor more storeys, lifting tables on opposite ..

lowering the waggons into position opposite " -
-an upper storey or into position for enabling " ..
a waggon to pass over the. drying chamber, - ..

-4, Plant for the manufacture and trans- -
port of cores and core spindles-for cast iron
pipes, comprising a drying chamber having -
two or more storeys, means for raising and -

- ‘Towering core waggons on the side of the.dry- - .

20

_ the drying chamber, means for passing a
- waggon carrying core spindles over the dry-.

25

" dles are placed in a horizontal:position by ;ﬁlié .

35

" pipes, comprising a drying chamber having
“superimposed - compartments -for the: recep-

~“waggons having core spindles thereon over. . -
.+ the drying chamber, and means for drawing -
- the waggonsinto and otit of the drying cham-

45

-.port of cores and core spindles for cas V7
“pipes; comprising a drying ‘chamber having .

50

b1}

fication.’

e
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.in the core-making shop and. a lifting tool
---in the casting shop which function ‘together °
.50 as to 1ift the core from the horizontal posi- - -

“-- " tion on the core waggor to a vertical position,. -
80,

- the pipe moulds, and carries the core spindles. . -

~lowering core- waggons:on opposite sides. of

“for. moving a waggon: having core spindles

ing chamber on ‘which the cores are prepared -~
to place the -waggons in' an'upper.storey, . ..
means for raising and lowering core waggons:-
on the opposite side of the drying chamber .= -
‘to receive waggons from an upper storey in-

ing chamber to the corelathes on'the opposite
side of the drying chamber, and a liftingtool ..

which latter liffing tool inserts the cores in-- . -

back to the core waggon on which such:spin-"" -

said lifting tools. - oot o v EE T
5, Plant for the manufacture.and trans-. =~
port of cores and core spindles for cast.iron .

tion of core waggons; tables for raising and -

the: drying. chamber, means for moving the:

ber, and also over:the'top of the chamber,.
" 6. Plant. for the manufacture and. trans- -

two superimposed compartments for the r
_ception of ‘core waggons, means. for raising
and lowering core waggons on opposite sides:" -
of ‘the drying chamber, three: waggons. co-:-
“acting ‘with each drying chamber, and means™

thereon over the drying chamber. ~. =7 ™
“Inwitness whercof T'have signed this speci-
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