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To atl whom it may concern:

Be it known that I, ALFRED M. ACKLIN, a
citizen of the United States of America, resid-
ing at Pittsburg, in the county of Allegheny
and State of Pennsylvania, have invented
certainnew and useful Improvements in Cast-
ing Apparatus or Plants; and Ido hereby de-
clare the following to be a full, clear, and ex-
act description thereof, reference being had
to the accompanying drawings, which form a
part of this specification.

Myinventionhasforits object the provision
of a means whereby the “flow” of liquefied
slag, metals, &e., issuing from a furnace may
be discharged in a uniform quantity onto a
mold-carrying conveyer and discharged there-
from.

I accomplish my object by means of the
apparasus illustrated in the accompanying
drawings, in which—

Tigure 1 is a side elevation of the appara-
tus shown in connection with a conveyer.
Fig. 2 is a plan view of the same.

In said drawings the numeral 1 designates
a spout or ‘“‘runner” such as extends from a
furnace to conduct the molten material there-
from. A reservoir 3, having a spout 4 at its
forwardend andlugs 5 at its rear, is mounted
upon trunnions 2 at a point a short distance
from the spout and directly beneath the said
runner. This reservoir is preferably made
of an approximately triangular form, giving
greater depth in the rear than at the forward
end. The rear of the reservoir is attached,
by means of the lugs 5, to a piston-rod 6 of
a hydranlie apparatus 7, which is preferably
located immediately above.

_A guitable mold-carrying conveyer is em-
ployed in eonnection with the device, and in
this case I have shown one which is particu-
larly adapted for use in thisinstance. - Briefly
this conveyer consists of a shaft 8, having se-
cured thereon a pair of wheels 9. This shaft
is located beneath the forward end of the res-
ervoir, directly in line with the trunnions
thereof. Asimilarpairof wheels10ismount-
ed npon a drive-shaft 11. This drive-shaft
is placed at an elevation sufficient to permist
a car 12 to elearly pass beneath for loading.
The conveyer-belt is composed of a plurality
of parallel bars 13, placed equidistant apart
and coupled to one another bylinks14. These

bars are provided at their outer ends with
wheels 15, which are adapted to travel upon
the inclined rails 16. The conveyer-links
carry a number of molds 17, which are ar-
ranged upon a level and overlapping one an-
other in their rear.

In practice as the material issues from the
runner of the furnace it empties into the
reservoir and passes therefrom through the
spout into the conveyer-molds, which travel
in the direction indicated by the arrow at
Fig. 1. The material deposited in the molds
becomes solidified into cakes and is readily
discharged therefrom into the car or other re-
ceptacle at the opposite end of the conveyer.
Should the flow of material from the furnace-
runner be beyond the capacity of the con-
veyer-pans, the piston of the hydraulic ap-
paratus is allowed to descend, therebylower-
ing the rear end of the reservoir in order to
receive the surplus material. Should the sur-
plus material at any time be sufficient to fill
the reservoir, it will assume a position as
shown in full lines at Fig. 1. By proper ma-
nipulation of the hydraulie apparatus con-
trolling the movements of the reservoir a uni-
form flow of material from said reservoir may
be maintained until the entire contents are
discharged.

Ynorder that myinvention may be fully dis-
tinguished from those apparatuses for casting
metal wherein there is employed a traveling
carrier provided with a series of molds and a
pivoted ladle which receives the metal flow-
ing from the spout of the furnace and deliv-
ersthesame to the molds successively brought
into filling position by the operation of the
traveling carrier, I deem it desirable to call
especial attention to the fact that in the pres-
ent invention the forward portion or pouring-
lip, hereinafter termed ‘‘ the metal receiving
and diseharging portion ” of the trough, dis-
charges continuously into the molds and is
arranged approximately beneath the furnace-
spout, 30 that it instead of the reservoir or
deeper portion of the trough first receives the
metal from the furnace, and a portion of the
metal is caused to flow rearward into the
reservoir, or all of the metal is caused to flow
directly from the receiving and discharging
end of troughandintothe molds without flow-
ing into said reservoir, as desired, by adjust-
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ing the inclination of said trough. Thus the
shallower part of the trough (which is con-
structed to form a pouring-lip and way there-
to or otherwise to provide a practical dis-
charge end and is located directly or approxi-
mately beneath the spout of the furnace and
receives the metal flowing from said spout) is
approximately level, as shown in dotted lines
in Fig. 1, or is slightly inclined toward the
molds, when the metal flows from the fur-
nace with what for purpose of illustration

may be termed a ‘“ normal speed”—that is. to.

say, a speed which accords with the speed of
travel and size of the molds-—so thatthere will
be no metal flowing from the furnace-spout
in excess of that required properly to fill the
molds as the latter are successively brought
into position to be filled. When said condi-
tion obtains, the trough performs solely the
fanction of a stationary guide for conducting
the molten metal from the furnace-spout to
the molds, and its forward end constitutes
not only the metal-dischargiug portion there-
of, but, if downwardly inclined toward the
molds, it will also constitute the sole metal-
receiving portion thereof, and it delivers the
metal to said molds as rapidly as it receives
the same from the furnace without detaining
or retaining any of said metal as it flows from
the furnace. In viewof the difficulty of con-
trolling the flow of metal from the-furnace
90 as to accord with the speed of travel and
the size of the molds, which also may vary,
the portion of the trough at the rear of said
pouring-lip or metal receiving and discharg-
ing end is formed to constitute a reservoir,
and when the flow of metal to the trough is
in excess of that required to fill the molds
(termed for illustration a ‘“normal speed”)
said trough may be lowered pivotally and a
portion of the metal flowing from the furnace
thereby diverted from said receiving and dis-
charging end of the trough and cansed to flow
rearward into and be retained in the rear or
reservoir portion of the trough, thus stor-
ing the excess in the reservoir and making
constant the flow to the molds regardless of
variations in the speed of flow from the fur-
nace. Moreover, by adjusting the inclina-
tion of said trough the flow of metal from
the discharge end thereof may be varied to
aceord with a variation in the speed of travel
of the ecarrier, which may oceur without varia-
tion in the flow from the furnace, and also to
accord with a variation in the sizes of the
molds on said carrier. The operation of the
device in filling the molds is thereby made
continuous, there being nointerruption either
in ‘the flow from the furnace-spout to the
trough or from the latter to the molds, and
the service of an attendant is required only
to watch the conditions obtaining and adjust
the trough to accord therewith. When the
flow from the furnace is insufficient to fill the
continuously-traveling molds and there is an
accumulation of excess metalin the reservoir,
the trough may be adjusted to elevate its rear
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end or reservoir portion, so as to supply the
deficiency.

The use of a trough having its bottom ar-
ranged approximately in the same plane from
end to end, as shown in-the accompanying
drawings, is very advantageous. for the pur-
pose of the present invention, as a very slight
change in the degree of ineclination thereof
causes a change in the speed of flow of metal
therefrom whether the reservoir portion
thereof be filled or not, and this reduces the
extent of adjustment thereof which would
otherwise be required. The conventional
construction of ladle having an abrupt wall
between its pouring-lip and bottom or having
said lip arranged at a pronounced angle with
the main body portion of the ladle is not well
adapted for the purpose of the present inven-
tion. The counstruction of the carrier and
the molds, and the location of said moldsrela-
tively to each other and to the pouring-lip or
discharge end of the trough are also of advan-
tage, in that they contribute to a reduetion of
the time within which a given number of cast-
ings may be made. Each islocatedin ahigher
plane than the one succeeding it and overlaps
the same, so that an excess supplied to one
may freely overflow onto the other, which lat-
ter will have assumed a position enabling it
to retain an overflow when the one preceding
it has reached the place at which it is filled,
thereby rendering it possible to rotate the
carrier continuously. :

Aspreviously stated, it is preferable to.con-

struet the reservoir of an approximately tri-

angular form in the direction of its lengthin
order to allow the entire contents to be dis-
charged with the least possible elevation of
the rear end. A further object is to permit
the furnace spout or runner to be placed as
low as possible without interfering with the
movements of the reservoir.

Although I have shown and deseribed a hy-
draulic means of raising and lowering the
reservoir, it is clear that other means may be
employed without departing from the spirit
of my invention.

Having thus shown and described my in-
vention, what Iclaim as new, and desire to se-
cure by Letters Patent, is—

1. The combination with a traveling car-

rier, provided with a series of molds, and a

furnace, of a means for conducting molten
metal from the furnace to said molds, contin-
uwously and at constant or regulated speed,
comprising a trough interposed between said
carrier and furnace and normally so related
thereto as to constitute astationary guide for
conducting metal from the furnace to the
molds approximately without intermission in
the flow thereof, said trough having its for-
ward end in communication with the furnace-
spout 80 as to receive metal therefrom and
constructed and arranged to discharge con-
tinuously into said molds, and, being con-
strueted, rearward of its said metal receiving
and discharging end, to form a reservoir for
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the accumulation therein of excess metal un-
der abnormal conditions, and means for ad-
justing said trough so as to cause the metal
to be conducted to the molds as rapidly as it
flows from the furnace, or cause a regulated
portion of the metal to be diverted from the
discharge end of the trough and be detained
in said reservoir, or to cause metal in the res-
ervoir to flow into said discharge end.

2. The combination with a traveling car-
rier, provided with a series of molds, and a
furnace, of a means for conducting molten
metal from the furnace and discharging the
same continuously and at constant or regun-
lated speed into the molds, comprising a
trough pivoted near its front end and inter-
posed between said furnace and molds, said
trough having an approximately plane bot-
tom and approximately triangular sides, and
having its forward end arranged in commu-
nication with the furnace-spout so as to re-
ceive the metal therefrom and arranged to
discharge into the molds continuously, said
forward end terminating in a contracted pour-
ing-lip, the rear portion of said trough con-
stituting a reservoir which is normally ar-
ranged to detain none of the metal flowing
from the furnace, and means connected with
the rear end of the trough for adjusting the
inclination of the latter so asto cause aregu-
lated quantity of the metal to be diverted
from the metal-receivingend thereofinto said
reservoir, or to cause metal in the reservoir
to flow therefrom into said receiving end, sub-
stantially as described and for the purposes
set forth.

3. The combination with a centinuously-ro-
tated carrier, provided with a series of molds,
and a furnace having continuously-open com-
munication with its spout, of a means for con-
dueting molten metal from the furnace and
discharging thesame continuously and atcon-
stant or regulated speed into the molds, con-
prising a pivoted trough interposed between
said furnace and carrier, having its forward
end in communication with the furnace-spout
so as continuously to receive molten metal
therefrom and arranged to discharge metal
continuously into the molds, said trough be-
ing constructed rearward of its said metal re-
ceiving and discharging end, to form a reser-

voir which is normally arranged to detain
none of the metal flowing from said furnace,
and means for adjusting said trough so as to
cause a regulated portion of the metal to be
diverted from said forward end thereof into
said reservoir, or to cause metal from said
reservoir to flow into said forward end, sub-
stantially as deseribed and for the purposes
set- forth. ‘

4. The combination with a pivoted device
designed to receive molten metal from a fur-
nace and having a pouring-lipat one end, and
an endless carrier projecting to beneath said
lip at one end, of a series of flat molds ar-
ranged in a step-by-step relation upon said
carrier and each having an end overhanging
that of the one next adjacent, said parts be-
ing so related that when a mold has reached
a position where it directly receives the flow
from said lip the one approaching said posi-
tion will have assumed a horizontal plane to
retain anoverflow, substantially as deseribed.

5. The ecombination with a pivoted device
designed to receive molten metal from a fur-
nace and having apouring-lip at one end and
disposed constantly to discharge the metal
and, when the speed is normal, discharging
said metal approximately as fast as the metal
is delivered to it, and having a reservoir por-
tion, and means for adjusting the inclination
of said device when the speed is abnormal
and to accord therewith, and an endless car-
rier-projecting to beneath said lip at one end,
of a series of flat molds arranged in a step-
by-step relation on said carrier and each hav-

ing an end overlapping that of the one sue-

ceeding it, said parts being so related that
when amold hasreached a position where it di-
rectly receives the flow from said lip the one
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approaching said position will have assumed

a horizontal plane to retain an overflow, all

substantially as described and for the pur-

poses set forth.

In testimony whereof I have hereunto af-
fixed my signature in the preésence of two sub-
scribing witnesses. :

ALFRED M. ACKLIN,

Witnesses:
Jas. J. MCAFER,
J. E. KREPPS.
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