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UNITED STATES

PaTEnT OFFICE,

ANDREW II. McNEAL, OF BURLINGTON, NEW JERSEY.

PIPE-MOLDING APPARATUS.

EPECILFICATICN forming part of Letters Patent o, 676,762, dated June 18, 1901,
Application filed Febraary 28, 1901, Serial No, 49,213, (No model.)

To all whom it may concern:

Bo it known that I, ANDREW H. McNEAL, a
citizen of the United States of America, and
aresident of Burlington, in the county of Bur-
lington and State of New Jersey, have invent-
ed certain new and useful Improvements in
Pipe-Molding Apparatus, of which the follow-
ing is a specification.

My invention relates to pipe-molding appa-
ratus designed to form the enlarged or flanged
end of the mold simultaneously with the body
portion and at the bottom of the mold, so as
to more certainly secure sound metal atsuch
portion of the casting.

My improvements cousist more particu-
larly in the construction of the separate ro-
tary former for the flanged or bell-mouthed
end of the mold and its relation to the codp-
erating rotary body-former and the relatively
fixed flask and base-piece.

The invention is fully deseribed in connec-
tion with the accompanying drawings, and the
novel features are particularly pointed ount in
the claims. ’

Figurelisacross-sectional elevation taken
on the line x x of Fig. 2, showing the lower
end of the flask, the base on which the latter
rests, the rotary flange-former, and the rotary
body-former, the latter being represented as
loweredintoengagement with the flange-form-
er; and Fig. 1* is a similar view represent-
ing the roftary body-former as raised out of
engagement with the flange-former. Fig. 2
is a plan view of the flange-former seated in
the base-piece, the flask and body-former be-
ing removed. Fig. 3 is asectional plan view
of the body-former, taken on the line y y of
Fig. 1. Figs. 4 and 4" are similar views to
Tigs. 1 and 1*, respectively, showing a modi-
fied construction for the forming of a bell-
mouthed pipe end instead of a flanged one,
as in Figs. 1 and 1%

A represents the flask, the lower portion of
which is of increased diameter to allow for

the formation of the flange or bell-mouthed

end of the mold.

B is the fixed base-plate or rainming-seat,
formed with an annular seat b, upon which
rests the draw-ring A', clamped to the bot-
tom of the flask, the rim of which latter is
guided vertically in concentric standards D’
on the base-plate.

C is the rotary tubular body-former, hav-
ing a cam-shaped profile in cross-section de-
signed to compress the sand S outwardly,
the main wearing-surface being preferably
formed by removably-secured cam or press-
ing strips ¢, as set out in Patent No. 402,029,

issued to me and W. A. Stineruck jointly,

April 23, 1889. Its lower end is provided
with a removably-secured sleeker-sleeve (',
preferably a trifle larger in diameter than the
cam-shaped portion of the former, and is
formed with one or more interior lugs ¢’ ¢/,
designed to engage or disengage the separate
bottom-end former; which I will now deseribe.
This bottom-end former comprises a former
head or stock D, centrally and rotably sup-
ported in the base-plate B, preferably upon
conical seats b b%, cam-formers E, secured to

said head or stock and rotated therewith to.

compress outwardly the sand S, forming the
enlarged end of the pipe-mold, and a center-
ing lug-engaging carrier or tongue I, secured
to the head D, fitting loosely in the end of
the body-former C and formed with vertical
slideways f to engage the interior lugs ¢’ ¢’
on the lowered body-former, while permitting

- the latter to be freely raised outof such en-

gagement, both of which positions are indi-
cated in Fig. 1.

The former-cams E for the flange of the
pipe are secured, as shown, to an annular
plate E', which fits loosely in the draw-ring
A’and is carried by the rotary former-head D.
The overlapping inner edge of the draw-ring
A’ forms a bottom support for the sand 8
and, as already stated, is removably secured
against the lower face of the flask A, prefer-
ably by clamps e, the lower heads of which
loosely enter clearance-slots b* in the base-
plate when the flask is in position on the lat-
ter. Connected escape-holes b® are also pro-
vided in the base-plate to release any parti-
cles of sand that may get under the former-
head D.

In the slighily-modified construction in-
dicated in Figs. 4 and 4* the former-cams E?
differ in shape from the former-cams E, pre-
viously described, so as to form the mold with
a bell-mounthed end instead of a flange end,
but are likewise carried by the rotary former-
head to form and pack the sand at the bot-
tom of the mold, as desired. The construc-
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tion of the flask A®is substantially the same
as that of flask A, Figs. 1 and 1°, being en-
larged in diameter interiorly to provide suf-
ficient sand for the formation of the bell-
mouthed end of the mold and similarly
guided vertically in standards on the base-
plate.

In operation the complete former-head is
first placed in position in the recessed base-
plate. The flask, with draw-ring A’ clamped
thereto, is then eentrally supported on it, and,
finally, the rotary body-former is lowered into
engagement with' the former-head and rota-
ted with the latter until the sand supplied
from above in any suitable manner is prop-
erly shaped and packed below, when the ro-
tating body-former is gradually raised out of
engagement with the former-head, carrying
with it the sleeve C’ and completing the pack-
ing and sleeking of the body portion of the
mold.

In my improved apparatus it will be séen

 that the cam pressing-faces upon both the
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enlarged head and upon the cylindrical body-
former may be changed not only for the pur-
pose of remedying wear, but also to vary the
outside diameters either of the cylindriecal
body of the mold or of the flange or bell-
shaped portion,orboth. The body-former be-
ing centered interiorly at its lower end upon
the entering carrier portion F of the former-
head, thesleeker-sleeve C', as well as the press-
ing-cams upon the body-former C, may be
varied in size, as desired, ample clearance
being provided in the bore d of the former-
head, and the former-cams K being also read-
ily changed to increase or decrease the flange
or bell-mouth without involving any change
in the flask, base-plate, or former-head.

What I claim is—

1. A pipe-molding apparatus comprising a
base -plate, a flask seated thereon, a verti-
cally-movable eylindrical body-former, and a
former-head rotatably seated in said base-
plate and provided with forming-cams and a
ceniral carrier-boss adapted to center and to
engage the lowered end of the body-former so
as to be rotated therewith substantially as
set forth.

2. In a pipe-molding apparatus the combi-
nation with a base-plate having flask-center-
ing standards and a former-head rotatably

676,762

seated therein and provided with a central
carrier-boss, of a flask centrally seating on
said base-plate, and a vertically-movable ro-
tary body-former having its lower end cen-
tering on and engaging said carrier-boss of
the-former-head substantially as set forth.

3. In a pipe-molding apparatus the combi-
nation with a base- plate, a flask centrally
seated thereon, and a vertically-movable ro-
tary body-former, of a rotary former-head
seated in said base-plate beneath the flask,
and provided with a central carrier - boss
adapted to fit within and engage the lower
end of the body-former and an enlarged an-
nular recess around said boss affording clear-
ance-spaee for the sleeved end of the lowered
body-former substantially as set forth.

4. In a pipe-molding apparatus the combi-
nation with a base-plate, a flask centrally
seated thereon, and provided with a draw-
ring clamped to the bottom face thereof, of a
vertically-movable rotary body-former, a ro-
tary former-head seated in said base-plate be-
neath the flask and adapted to fit within and
engage the lower end of the body-former, an
annular plate secured to said former-head
and fitting between said draw-ring and the
body-former, and forming-cams secured to
said annular plate, substantially as set forth.

5. In a pipe-molding apparatus the combi-
nation with a base-plate, a flask centrally
seated thereon, and a vertically-movable ro-
tary body-former, of a rotary former-head
seated in said base-plate and provided with
removably-secured forming-cams and a cen-

-tral boss adapted to engage the body-former

substantially as set forth.

6. In a pipe-molding apparatus the combi-
nation with a base-plate, a flask centrally
seated thereon, and a vertically-movable ro-
tary body-former, of a rotary former -head
seated in said base-plate and provided with
forming-cams and a removably-secured cen-
tral boss adapted to engage the body-former
sabstantially as set forth.

Signedat Philadelphia this 21st day of Feb-
raary, 1901.

ANDREW II. MCcNEAL.

-Witnesses:
E. C. RHOADS,
JOHN THIEL.
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