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This invention relates to a device for casting 
endless metal castings and has for its object to 
increase the production of such a device and to 
reduce the amount of waste. 

In plants used for the continuous casting of 
endless metal castings the production consists 
mainly of rods having relatively large diameters, 
which are subsequently pressed in a further op- . 
eration into thinner rods, sections and the like. 
In Such plants a separate mould is used for each 
endless casting. In the case where the castings 
produced the Smallest possible diameter there is 
the advantage that such castings may be in 
mediately worked into finished or semi-finished 
products, thus eliminating the intermediate 
pressing stage, a very expensive operation, and 
at the same time effecting a considerable saving 
by reducing the amount of scrap metal. By 
using a smaller diameter for the endless casting 
to be cast there is however a relatively smaller 
output from such a plant. 

In order to increase the Output and at the 
same time retain the advantage of the elimina 

10 

20 

tion of the press Operation, tests have proved 
that the most satisfactory method from the 
technical and economic points of view is that of 
utilizing according to the invention, a casting 
device, consisting of a self-contained mould hav 
ing several straight hollow moulding chambers 
open at both ends, and being independent of 
the molten metal supply pipes. In this case 
each hollow mould chamber is fed from a sepa 
rate furnace or from a separate supply pipe in 
order that the casting speed may be regulated 
by adjusting the inflow speed according to the 
temperature of the metal and the cross section 
of the nozzle. 
This arrangement has the advantage that only 

one casting plant need be provided, whilst the 
metal conveying mechanism may be subdivided 
according to requirements and the nature of the 
metal to be cast, and that for example different 
metals or different alloys may be cast simul 
taneously in one and the same plant. Conse 
quently a further feature of the invention con 
sists in that each individual mould chamber is 
fed from a Separate furnace or container. It is 
of course also possible to feed all the mould 
chambers from the same furnace. The combin 
ing of several hollow mould chambers into one 
single mould is particularly satisfactory and ad 
vantageous when the mould is intended to carry 
out a to and fro movement or Oscillations are to 
be imparted thereto during the casting process. 
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quently only one driving device, or only one de 
vice for generating the oscillations is required, 
this feature constituting a further considerable 
saving. In a vibratory process utilizing a sta 
tionary mother-mould it is on the other hand 
preferable to impart self oscillation to each 
mould in order to prevent the solidifying endless 
casting from adhering to the mould. 

It has also been found that it is possible to 
arrange side by side in one mould several mould 
chambers having large diameters and to feed 
these mould chambers from an equal number of 
furnaces. In fact it is also possible to feed all 
the moulds from one furnace. In this way the 
output is considerably further increased. 

It is true that it is known already to cast sev 
eral endless castings having relatively small di 
ameters in one working operation. The device 
utilized for this purpose however consists of sev 
eral independent moulds each having a hollow 
chamber and arranged side-by-side in the bot 
tom of a melting furnace, which do not possess 
similar advantages to those obtained according 
to the present invention. 
The invention is illustrated on the accom 

panying drawings in which; 
Fig. 1 is a longitudinal sectional view of the 

entire mold structure, Fig. 2 is a top plan view of the construction 
of Fig. 1, 

Fig. 3 is a top plan view of a modified con 
struction, Fig. 4 is a top plan view of the further modi 
fied construction, and 

Fig. 5 is a diagrammatic view partly in sec 
tion showing a molding system with a regulating 
device. 

Fig. 1 illustrates a structure in which the in 
dividual hollow molds a, b and c are consti 
tuted as a single mold unit by the cooling jacket 
2 having an upper closure plate 4 and a lower. 
closure plate 3. It will be noted that the molds 
have different diameters increasing from a 
to c. 1. 

Fig. 2 illustrates a System in which the mold 
unit 5 is provided with three hollow molds 5a 
all having the same diameter, A Supply Con 
duit 6 leads to each mold 5a and all of the con 
duits are in Communication with a common met 
all container T. 

Fig. 3 shows a system in which the mold unit 
5, having three hollow molds 5a of equal diam 
eter, includes a separate metal container fl, 2 
and 3 each communicating with a mold 50 by a 

In such a case, only one lifting table and conse-55 supply conduit 8, 9 and to respectively. 

  



2. 
Fig. 4 illustrates a mold unit 4 in which the 

individual hollow molds 4a have the same di 
ameter and the molds are arranged in a circle. 
Fig.5 shows a molding system in which the 
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open-ended molds of different diameters, a cool 
ing jacket surrounding the said plurality of 
molds, adapted to receive a cooling agent, a sep 
arate fluid metal supply conduit for each mold 

mold is is provided on a table 6 which latter 5 of the unit, and means for regulating the feed is adapted to be moved up and down. For a fur 
ther explanation of the elements shown in Fig. 
5, attention is directed to Patent No. 2,135,184. 

In Fig. 5 the regulation of the flow through 
the supply conduit 7 can be effected in two 
ways. First the latter can take place by a sys 
tem according to Fig. 2 wherein the metal is to 
be drawn from a single furnace or metal con 
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of the metal through each supply conduit. 
2. An apparatus for continuously casting a 

plurality of metal rods of different diameters, 
comprising, a mold unit having a plurality of 
open-ended molds of different diameters, a cool 
ing jacket surrounding the said plurality of 

tainer 7 to all three supply conduits in such a . 
way that the flow of metal in each conduit is 
regulated by a regulating valve 9 provided with 
rods 20 dependent upon the specific size of the 
mold. In the second way in the system accord 
ing to Fig. 3 the flow of metal to the individual 
molds is regulated by pressure. In this case 
each metal container 8 (see left side of Fig. 5) 
is connected with a storage pressure tank 2? by 
a conduit 22 and the valve 23. Pressure gauges 
24 and 25 indicate the pressure in the tank 2 
and container 8 respectively. 
What I claim and desire to secure by Letters 

Patent of the United States is: 
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1. An apparatus for continuously casting a 
plurality of metal rods of different diameters, 
comprising, a mold unit having a plurality of 30 

molds, adapted to receive a cooling agent, a sepa 
rate fluid metal supply conduit for each mold of 
the unit, a common metal container, said supply 
conduits communicating with the metal contain 
er to supply metal to the molds, and a valve for 
each supply pipe to regulate the flow, of metal 
into its respective mold. 

3. An apparatus for continuously casting a 
plurality of metal rods of different diameters, 
comprising, a mold unit having a plurality of 
open-ended molds of different diameters, a cool 
ing jacket surrounding the said plurality of 
molds, adapted to receive a cooling agent, a sepa 
rate fluid metal supply conduit for each mold 
of the unit, and a separate metal container for 
each supply conduit each supply conduit com 
municating with its metal container to supply 
metal to its respective mold. 
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