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HOT TOP FOR MOLDS. 

Application filed April 15, 1927. serial No. 183,97. 
My invention relates to hot tops for molds, 

and, specifically, to hot tops for ingot molds, 
and consists in a hot top compounded of ma 
terial which includes and is characterized by 
a particular substance; in consequence, the 
hot top of my invention may be used to ad 
vantage, affording a casting of excellence; 
the material is readily and cheaply avail 
able; and no inconvenience nor embarrass 
ment follows upon its use, and upon its 
inevitable presence in the soaking pit. 
This application is in part a continuation 

of an application for Letters Patent, Seriai 
No. 98,810, filed March 31st, 1926. 
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In the accompanying drawings Fig. I is a 
view in plan from above, and Fig. III is a 
view in vertical and medial section of an 
ingot mold equipped with the hot top of my 
invention. Fig. III is a view corresponding 
to Fig. III and illustrating a modification. 

In these drawings the walls of the ingot 
mold are indicated at 1. The ingot mold it 
self i will be understood to be a two-part 
structure consisting of heavy iron castings. 
There is a base part, not shown in the draw 
ings, and upon the base part the casting 
which defines the side walls of the mold 
cavity stands. This is the part which in 
Figs. III and III bears the reference numeral 
1. It is open-ended; it defines a columnar 
space, ordinarily square in cross-section, 
with rounded corners, and this columnar 
space tapers. The mgld part 1 stands ver 
tically upon the base part and the base part 
closes the otherwise open end of the mold 
part 1; it is the smaller open end of the mold 
part 1 which in this instance is uppermost, 
and into this open end the molten metal is 
poured. The hot top is an upward extension 
of the approximately vertical walls of the 
mold part 1. Within that upward exten 
sion impurities rise from the teemed-in 
molten metal; there a somewhat frothy po 
rous condition of the metal develops, be cause of gases rising to escape, and, in a 
word, within the hot top the blemishes in the 
solidifying column of molten metal are con 
centrated. This blemish e containing upper 
end of the cast ingot is called the sink head. 
Subsequently this sink head is cut away. It 
is important then that the blemishes be con 
centrated and collected within the hot top, 
and that the ingot throughout the remainder 
of its extent shall to the fullest attainable 

degree consist of sound and solid metal. 
The shot top must be formed of material 
which will endure the conditions of service, 
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and a material which is heat-insulating, to 
the end that the metal immediately within 
it shall continue in molten condition while 
the body of the ingot is solidifying, both in 
Order to correct tendencies to piping and to 
continue to allow the escape of gases. In 
addition to these essential characteristics, the . 
material of which the hot top is formed 
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should be such that its provision will not . 
add appreciably to the cost of ingot pro 
duction, and it should be such as not on other 
account to cause difficulty in mill operation. 
The material of which the hot top of my 

invention is formed is essentially carbon. I 
conveniently and preferably employ pulver 
ized coke combined with a suitable binder, 
shaped while in plastic condition, and then 
hardened to a degree sufficient to render the 
structure serviceable. 

In Figs. I and II of the drawings 2 indi 
cates a flask or container formed preferably 
of cast iron (it might be formed otherwise; 
of plates of iron or steel, for example, suit 
ably united and bound together), 
proper shape... and size, and this flask - sup 
ports and affords backing for a body 3 of the 
essential material indicated above, shapel 
and hardened within it. When the hot top 
formed in the manner indicated is applied 
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to the ingot mold 1, the seam, between the 
meeting edges may be faced at 4 with a plas 
tic mixture such i conveniently as that of 
which the body 3 is formed, which after the 
assembly has been made will dry and harden, 
and afford a tight joint. . M N 
Speaking more specifically of the compo 

sition of the body 3, coke and burned lime 
may be reduced to a pulverized mixture, and 
worked with water to plastic condition. In plastic condition the mixture may be applied 
to and 
flask 2. . 

Ordinarily the material will be rammed 
in the manner usual in mold-making, in a 
cavity formed by and between the flask 2 
and a core of the shape and size of the ulti 
mate sink head, placed temporarily within. 
When the material has been rammed to place, 
the core will be withdrawn. The so formed 
hot top is allowed to set before it is used. . 
The ratio of lime to coke in the mixture 
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packed within and shapel? Withithe 
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