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Our invention relates to pipe casting and mold 
coating apparatus of the general character of 
that described in the Russell and Langenberg 
Patent 1949,433, comprising a relatively retrac 
table metallic centrifugal pipe mold, a runner for 
delivering molten metal to said mold progres 
sively as the mold is retracted With regard to 
the runner and means for directing a jet of 
carrier gas charged with finely divided particles 
of mold coating material against the inner sur 
face of the mold as it is retracted and in ad 
Vance of the contact of the molten metal de 
livered by the runner to the coated portions of 
the mold. In the construction and operation 
of the apparatus as described in the Said patent, 
it has been found advisable to so locate the jet 
nozzle for the carrier gas that the jet of carrier 
gas will not impinge to any considerable extent 
upon the surface of the molten metal being built 
up upon the surface of the mold and, for ex 
ample, in the case of a bell ended mold, the jet 
nozzle would be located so far from the spout 
through which the molten metal issues from 
the runner that when the spout is in position 
to deliver molten metal to the bell the nozzle 
will be so far removed as not to properly coat 
that portion of the cylindrical portion of the 
nold immediately adjacent to the bell and while 
it is theoretically practical to so manipulate the 
mold that this portion can be coated before the 
pouring of the metal begins, Such manipulation 
would require much skill on the part of the 
operator and considerable delay in the casting 
operation as a whole and the object of our in 
vention is to provide improved means whereby 
Such manipulation and loSS of time can be avoid 
ed while, at the Same time, all portions of the 
cylindrical portion of the mold can be provided 
with a continuous coating and, in the case of a 
bell ended mold, a useful annount of coating Ima 
terial introduced into the bell and, generally 
speaking, our invention consists in providing in 
a machine of the character indicated, in addi 
tion to the jet nozzle used in the coating of the 
major portion of the mold and located So far 
in the rear of the Spout as to avoid the impinge 
ment of any major portion of the jet upon the 
metal delivered to the mold, a second jet noz 
zle located close to the delivery end of the spout 
and So that, in the case of a bell ended mold, 
this additional jet nozzle will be in position to 
direct its jet of charged carrier gas against the 
end of the cylindrical portion of the mold adja 
cent to the bell when the spout is in position 
to deliver molten metal to the bell; our invention 

(C. 22—65) 
further comprehending the provision of means 
for initiating and cutting of the current of 
charged carrier gas from either jet nozzle at 
will. By preference, we connect both jet noz 
zles with a common source of a current of 5 
charged carrier gas and provide a switch-like 
Valve by Which said current can be directed at 
Will to either jet nozzle. 
While our invention is especially adapted for 

use in connection. With bell ended pipe molds, it 10 
is also usable for straight cylindrical molds in 
that it enables the entire mold surface to be 
properly coated in advance of the casting with 
a minimum of manipulation of the parts or use 
of extraneous means to apply coating to the end 5 
portion of the mold. 
Our invention and its mode of operation will 

be best understood as described in connection 
With the drawings forming part of this specifi 
cation in which 

Figure 1 is a longitudinal sectional elevation 
of the pipe casting and mold coating apparatus 
with the runner for molten metal shown in full 
and the jet nozzles for charged carrier gas 
shown in proper relative position, the apparatus 25 
being in the position in which the Spout of the 
runner is located when delivering molten metal 
to the bell portion of the mold. It will be under 
stood that in the casting of pipe in a bell ended 
mold a core, not shown in our drawing, is in- 30 
serted in the bell end of the mold. 

Figure 2 is a diagrammatic plan view of the 
apparatus indicating the Wiring and electric 
SWitches for the control of the charged stream 
of carrier gas, including a switch-like valve for 35 
shifting the current of charged gas from one jet 
nozzle to the other. 
Figure 3 is a horizontal section on an enlarged 

Scale through the bell end of the mold and ad 
jacent cylindrical portion thereof, showing also 40 
the position of the Spout of the runner and of 
the two jet nozzles for carrier gas as they are 
relatively located at the beginning of the pour 
ing operation. ?" 

Figure 4 is a cross-section on the line 4-4 45 
of Fig. 3, and 

Figure 5 is a sectional view of the switch valve. 
A indicates the base of the machine support 

ing tracks, as indicated at A, for the mold car 
riage, a cylinder A for imparting longitudinal 50 
motion to the mold, a column A3 for supporting 
a ladle, indicated at A, and a chute A5 for de 
livering molten metal to a runner A, also sup 
ported at its end on the base of the machine. B 
indicates the mold carriage supporting a water 55 
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a distance therefrom that the front edge of the 
coating deposited by it upon the mold will con 
tact with the rear edge of the coating deposited 
upon the mold by the first named nozzle, said 
carrier gas nozzles being connected with means 
for providing them with currents of charged car 
rier gas and control mechanism whereby the 
Currents of charged carrier gas can be initiated 
and cut off from either jet nozzle at will. 

3. Apparatus as called for in claim 1, Com 
prising a single source of charged carrier gas and 
switch-like valve mechanism for directing the 
current of charged carrier gas from said source 
to either jet nozzle at will. 
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