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To all wiom it may concerm:

Beit knownthat I, ADOLPHUSJOHN LLUSTIG,
of the city of New York, county and state of
New York, have invented new and useful Im-
provements in Coveyrs for Ingot-Molds Used 1n
Casting Steel Ingofs, of which the following
spemﬁcatlon is a full, clear, and exact descup-
tion.

This invention relates to a suitable cover ap-
plied to the mold into which stecl 1ngots are
cast; and it consists in the construction of said
cover, hereinafter more fully pointed out.

The present modeof casting steel 1ngots con-
sists in pouring a quantity of steel 1nto an in-
got-mold. The mold having no cover, and the
metal being poured 1nto the open mouth of the
mold, the consequence is that the rising colunm
of heamd air is continually replaced by a coldey
one, the oxygen of which is absorbed into the
fluid steel. This oxidized metal, being in close
contact with the carbon, decax bonizes the steel
and evolves carbonic- acid gas. Through the
radiation upward a skin on the metal is pre-
maturely formed which prevents the formed
gases from escapliug. These gases 1n gather-
ing under said skin form large bhatms, and
bhe
metal are either forced downward into the
steel which is high 1n carbon or boil up in the
steel low in carbon where the formation of the
cages was slower, and consequently allows the
formation of a thicker skin.

In order to counteract the oxidation of the
steel within the mold 1 close the same with a
cover having an ingress for the metal on the
narrow side of the ingob - mold. In cases
where two pots are emptied at the same time
I make these ingresses at both ends of the
cover opposite each other.

By the arrangement of this cover I prevent
the current of cold air from cetting into the
mold, and also retain the carbonic-acid gas
that has been formed therein from the start
by the molten steel absorbing the oxygen and
producing carbonic - acid gas.
small part of the steel can have been oxidized
during the transitof the metal from the eruci-
ble to the mold, the decarbonization and con-
sequent evolution of carbonic-acid gas is pro-
portionately small.

- As only a

In order fo allow these |

Scrial No, 183,918, {(No model.)

ER I N S—

carbonic-acid gases to escape, I provide the
lower part of my cover with a conecave de-
pression, ¢, facing the metal, which at the

same time reradiates the heat, and to quicken

this reradiation I cover this depmssmu with
a white adhering substance or paint. This
reradiation will Ietdld the formation of the
skin, and thereby the gases will be allowed to
escape freely; but as the evolution of gases
still econtinues after even the retarded forma-
tlon of the skin [ introduce a carbonized
wooden tube, d, into the cover, suitably fast-
cned 1 the same. The intention is to fill the
mold sufficiently high or to make this tube
Sufﬁciﬁnt]y long, so that the tube will be em-
bedded in thke ingot, the position of the tube
being as near as 1}053%11)16 in the center of the,
1ngot, where the most gases are. This tube
pierces the skin and gives a vent to the gases,.
whereby they arve lmb pressed down into the

body of the ingot, said tube thus forming a

funnel for the gases to escape.

In the accompanying drawings, Figure I
represents o vertical scetion of part of an
ingot-mold with my improved cover applied,
fmd IFig. ITatop view of the cover. Iigs. IIT
and 1V show a modified form of cover in
plan.

A represents part of the mold of the usnal
dimensions, upon which the cover B is placed
before the metal 1s poured into the mold..
The cover 1s provided on one end with asemi-
clrcular opening, b, through which the metal
is poured into the ingot-mold. On the under
side of the cover a coneave cavity, ¢, is made
as large as possible, but not extending outside
of the opening of the ingot-mold. d 1s a car-
bonized wooden tube passing through the
cover I> and extending some distance into the
mold.,

In case the molds are filled by the Martin
Siemens arrangement two covers, B B, Figs.
IIT and I'V, may be arranged capable of being
withdrawn or separated during vhe passage of
the continuous stream, (see I'ig. I'1l,) until the
same 18 centered over the mold, when the two
covers are ioved together, as shown in
Fig. 1V.
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1. In combination with a steel-ingot mold,
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A, one or two covers, B, each provided with

~ a circular opening, 0, and concave cavity C at

its under side, substantially as and for the
purpose specitied. - |
2. In combination with a steel-ingot mold,
A, one or two covers, I3, with circular recess
b at one end, a concave cavity, C, at the under
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side, and the carbonized tube d, in the manner
aud for the purpose substantially as specified.

ADOLPHUS JOHN LUSTIG.

Witnesses: -
MoSES KAHN,
LoUuIs KAMN.
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