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Description

FIELD OF THE INVENTION

[0001] The present invention concerns a method for
manufacturing a domestic gas burner of the type com-
prising a cup which is provided with at least one tubular
tapered part of a mixer with axial Venturi effect, and pref-
erably with the whole part with increasing section of such
a mixer, and which is shaped as well to couple directly
with a burner head provided with at least one flame-
spreader.

BACKGROUND ART

[0002] It is known in the art to realize gas burners, in
particular domestic burners for cooking foods, that are
substantially shaped in three or four separated parts
which may be mutually assembled. In particular, it is
known to realize gas burners composed of a cup, pro-
vided with coupling means to a hob, an intermediate
body, or burner head, provided with one or more deliv-
ering chambers of the fuel mixture and at least one flame-
spreader, integral with or separated from such an inter-
mediate body, and with one or more closing lids. The cup
is usually provided, as well, with means for feeding a fuel
gas, or directly a fuel mixture, to the delivering chamber/
chambers of the intermediate body and, in a lot of cases,
it may be provided with a mixer, or part thereof, to mix
the fuel gas with primary air coming from the outer envi-
ronment. Such a burner having a mixer with axial Venturi
effect is described for example in WO 2012/001715. The
burner body consists of two properly shaped bodies
which are mounted on a cup. The burner has furthermore
a central chamber and an external ring-shaped chamber
for the distribution of the combustion mixture to two flame
spreaders, as well as two covers on the top. Said shaped
bodies of the burner define with the cup at least one Ven-
turi effect mixer.
[0003] The mixer with axial Venturi effect is formed by
two pieces, i.e. by said cup and by said shape body.
[0004] WO 2006/117815 discloses a double burner
with multiple concentric flame crowns comprising a cen-
tral burner traditionally associated with a Venturi cham-
ber with vertical axis and with an external burner asso-
ciated with more than two Venturi chambers with inclined
axis and radial direction. The head is formed of a lower
dish and an upper dish, shaped in a way that they can
perfectly match each other to form the mixing chamber
with inclined axis, while the mixing chamber with vertical
axis is entirely situated in the centre of the upper dish. A
vertical channel branches upwards from the upper inlet
conduit, on which the first gas nozzle is provided to in-
troduce gas in the Venturi mixing chamber that supplies
the central flame crown (FC). The burner comprises fur-
thermore more than two ascending and diverging chan-
nels branching from the lower inlet conduit, on which cor-
responding nozzles are mounted. Said nozzles serve to

introduce gas in the mixing chamber that supplies the
external flame crowns (FE). Said upper and lower inlet
conduits are formed in the body of the burner which is
obtained with a die-casting process.
[0005] WO 02/02991 discloses a double burner with
internal separator made up two die-cast pieces. The
burner comprises at least one central and at least one
circumferential gas crown, a Venturi mixing chamber, a
feed duct for introducing gas through a nozzle, a body,
a head, and a separation element that breaks up the in-
ternal space into ducts for entry of the primary air and
into ducts for distributing the gas/primary air mixture to
the annular chamber (see Figure 4). Two parts of the
burner of the embodiment shown on Figure 7 can be
prepared by die-casting.
[0006] Mainly in case wherein the burner is required
to deliver a high thermal power, it is known to make at
least one mixer with axial Venturi effect, having a hori-
zontal axis or an axis tilted with respect to the horizontal
line, connected to the burner cup, which has, as well, a
support for at least one corresponding injector of the fuel
gas arranged so that to direct the gas flow into such a
mixer with axial Venturi effect.
[0007] The carrying out of a mixer with axial Venturi
effect inside the burner cup, which is substantially a hol-
low tubular element provided with at least one region with
a section gradually increasing from a region with a narrow
section, usually needs the fastening of a number of metal
parts, for example by welding, and / or complex chip re-
moval machining, starting from one or more semi-fin-
ished items obtained by casting or die-casting.
[0008] In fact, the coupling of a hollow tubular body,
as the mixer with axial Venturi effect, with a concave
body, such as the cup, entails the presence of undercuts,
and then it is not simple to be realized, above all if a cup
in a single piece, or with the assembling of few compo-
nents, is to be made. In this latter case, it is thus common
to obtain a cup, by a casting or die-casting method in an
apposite mould, in which the mixer with axial Venturi ef-
fect is made, completely or in part, separately from the
cup and then it is inserted in the latter, and fastened there-
to, only after these components have been die formed.
[0009] Such a method for manufacturing a gas burner
with a cup provided with a mixer with axial Venturi effect,
proves to be difficult to be implemented, complex to re-
alize and very expensive.
[0010] It is then an object of the present invention to
realize a method for the manufacturing of a burner pro-
vided with a cup having at least one tubular hollow part
of a mixer with axial Venturi effect which does not present
the drawbacks of the known previous art and then which
allows to manufacture such a burner simply and not ex-
cessively expensive.
[0011] It is another object of the present invention to
provide a method for the manufacturing of a burner pro-
vided with a cup having at least one part of the tubular
region with an increasing section of a mixer with axial
Venturi effect which leads to the manufacturing of a cup
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in a single piece, that thus has very resistant structure,
and at the same time it is suitable for a gas burner de-
signed to deliver a high thermal power.
[0012] It is another object of the present invention to
realize a gas burner of the above mentioned type in which
the cup, provided with at least part of the tubular region
with an increasing section of a mixer with axial Venturi
effect, is obtained as a whole by casting or die-casting,
so that, in addition to be quick and easy to manufacture,
it is also highly resistant from a mechanical point of view.

SUMMARY OF THE INVENTION

[0013] These and other objects are obtained by the
method for manufacturing a gas burner according to the
first independent claim and the subsequent dependent
claims and by the gas burner according to the twelfth
independent claim and the subsequent claims depend-
ent thereto.
[0014] The method for manufacturing a gas burner of
the type comprising a cup, provided with at least one
tubular tapered part of a mixer with axial Venturi effect,
and shaped to couple directly with a burner head provided
with at least one flame-spreader, according to the present
invention, provides that the cup is made in a single piece
by casting or die-casting in an apposite mould, and it
comprises, in sequence, the following steps:

a) arranging a mould with at least two shells, for cast-
ing or die-casting the afore said cup;
b) arranging at least one core which could be remov-
ably inserted into the respective mould, which has
at least one jutting portion shaped with at least one
tubular tapered part of the outline (shape) of the afore
said mixer with axial Venturi effect;
c) inserting such a core into the mould and closing
the afore said at least two mould shells so that the
afore said at least one jutting portion of the core is
retained, at least partially, at a distance from the op-
posite inner walls of the closed mould; the core and
the mould being shaped so that at least one ending
part of such a core replaces, at least partially, part
of the perimetrical area of the cup defined by the
mould to produce at least one hole;
d) pouring or pressure-injecting molten metal mate-
rial into the closed mould;
e) opening the mould, drawing out the afore said
core and then removing the die formed cup after the
metal material is solidified;
f) applying at least one closing plug to the side hole
(or holes) of the die formed cup which corresponds
to the ending part of the core which replaced part of
the perimetrical area of the cup in the mould.

[0015] Such a method, which substantially uses a mo-
bile core (carriage) with a cantilevered portion inside the
mould to obtain as a whole the mixer with axial Venturi
effect with the rest of the cup, proves to be simple to be

carried out and it allows to decrease appreciably times
and costs necessary for the manufacture of the above
mentioned burner.
[0016] According to a preferred aspect of the present
invention, the manufacturing method of the above report-
ed gas burner provides that the removable core compris-
es as well part of the outline of at least one distributing
duct of the fuel mixture placed downstream of the outlet
end of the mixer with axial Venturi effect.
[0017] In case in which the burner in productions pro-
vides, specifically, the presence of an annular chamber
for delivering the fuel mixture, and then the use of one
or more distributing ducts of the latter from the outlet end
of the mixer with axial Venturi effect to such an annular
delivering chamber is appropriate, the particular imple-
mentation of the above described manufacturing method
proves to be highly inexpensive and effective.
[0018] In a particular embodiment of the manufacturing
method of a gas burner herein claimed, the afore said
step of f) applying at least one closing plug could be pre-
ceded by a step of g) chip removal machining from walls
inside the tubular region of the cup, defined by the afore
said at least one core, to realize, for example, a fluidic
connection between the mixer with axial Venturi effect
and the mixture distributing duct which are obtained
thanks to the afore said removable core.
[0019] According to a further aspect of the present in-
vention, the manufacturing method herein described
concerns a gas burner in which the afore said mixer with
axial Venturi effect comprises a tubular tapered portion
with a section axially increasing from a region with a nar-
row section, and the afore said at least one jutting portion
of the core is provided with the whole outline of said tu-
bular tapered portion with increasing section of the mixer
with axial Venturi effect. In addition, preferably, such a
core may comprise a supporting portion connected to the
afore said jutting portion at the portion with greatest sec-
tion of the afore said at least one tubular tapered part of
the outline of the mixer with axial Venturi effect.
[0020] According to another aspect of the present in-
vention, a gas burner is provided, obtained by means of
the above manufacturing method, comprising a burner
cup, provided with at least one tubular tapered part of a
mixer with axial Venturi effect, and shaped to couple with
a burner head provided with at least one flame-spreader,
wherein said cup is made in a single piece by casting or
die-casting, and wherein at least part of the portion with
increasing section of the mixer with axial Venturi effect
is obtained as a whole, by casting or die-casting, with the
afore said cup.

BRIEF DESCRIPTION OF THE DRAWINGS

[0021] For purposes of illustrations and not limitative,
some preferred embodiments of the present invention
will be provided with reference to the accompanying
drawings, in which:
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figure 1 is a side section view of a gas burner with
several flame crowns realized according to a partic-
ular implementation of the manufacturing method
according to an aspect of the present invention;
figure 2 is a top section view of the cup of the gas
burner of figure 1;
figure 3 is a schematic perspective view of a part of
a die-casting mould, with the cores not inserted, that
may be used to carry out a particular implementation
of the manufacturing method of a gas burner accord-
ing to an aspect of the present invention;
figure 4 is a schematic view of part of the mould of
figure 3 with the core inserted therein;
figure 5 is a perspective section view of the burner
cup, not yet refinished, drawn out from a mould of
the type represents in figures 3 and 4 immediately
after its solidification;
figure 6 is a perspective section view of a cup burner
shown in figure 5, after having been subjected to a
refinishing working;
figure 7 is a perspective view of part of a cup drawn
out from a mould of the type represented in figures
3 and 4, and subjected to a refinishing working by
chip-removal cutting, according to a particular as-
pect of the manufacturing method according to a par-
ticular aspect of the present invention, and
figure 8 is a perspective view of a gas burner ob-
tained according to a further embodiment of the man-
ufacturing method according to a further aspect of
the present invention.

DETAILED DESCRIPTION OF SOME EMBODIMENTS 
OF THE PRESENT INVENTION

[0022] Figures 1 and 2 shown, respectively, in a side
section and in a top section of the cup 2 only, a gas burner
1 of the atmospheric type for domestic hobs which can
be obtained by a characteristic implementation of the
manufacturing method of a gas burner according to a
distinctive aspect of the present invention.
[0023] Such a burner 1 comprises a cup 2 composed
of a substantially concave body adapted to be placed
inside a seat of a respective hob 3, a burner head 4 as-
sembled - for example by juxtaposition of complementary
parts - on the cup 2, two substantially concentric flame-
spreaders 5, 6, disposed on the head of the burner 4,
and top lids 7, 8 which enclose delivering chambers of
the fuel mixture which are defined by the head of the
burner 4 and the respective flame-spreaders 5, 6.
[0024] More in detail, the cup 2 comprises a mixer 10
of the axial Venturi effect type which, according to the
known art, is substantially composed of a tubular body
provided with an inlet region (on the left in figures 1 and
2), a region with a narrow section, and a tapered region
with a gradually increasing section, preferably of a trun-
cated - cone shape (on the right in figures 1 and 2).
[0025] It has to be noted that with the attribute "tubular"
it is meant, herein and in the following, the characteristic

shape of a hollow body developing mainly along an axis
that is generally, but not necessarily, a straight axis, and
which has a section defined by a closed perimetrical line,
that is not necessarily constant along such a developing
axis.
[0026] Such a mixer 10, in the particular embodiment
of the burner 1 herein shown, has a substantially straight
axis which is tilted of some degrees with respect to the
horizontal line, and it ends into an ending chambers 29
connected to two distributing ducts 15a, 15b, which ex-
tend along part of the perimeter of the same cup 2 and
connect fluidically the cup 2 to an annular delivering
chamber of the fuel mixture present on the head of the
burner 4.
[0027] It has to be observed that the mixer with axial
Venturi effect 10 may alternatively develop along a sub-
stantially horizontal axis or anyway along an axis forming
an angle lower than 45°, in the clockwise or anticlockwise
way, with respect to the horizontal line, so that its outlet
end may be directed upwards or downwards with respect
to the horizontal line, even if with a rather little tilt.
[0028] The ending chamber 29, as can be seen in fig-
ure 2, has three outlet parallel holes 18a, 18b, 18c (see
also figure 6), disposed on a side surface along the pe-
rimeter of the cup 2, which connect the outer environment
to the outlet end of the mixer 10, that is the end of the
tapered region with a gradually decreasing section of the
latter, and they are blocked up by three respective plugs
14a, 14b, 14c.
[0029] The cup 2 comprises as well a support 16 for a
first injector of fuel gas which is facing towards the inlet
region of the mixer 10 with the aim of putting gas into the
mixer 10 itself, and which is separated from the afore
said inlet region of the latter by an inflow well 17 of the
primary air from the outer environment. The well 17, as
can be seen in particular in figure 1, is shaped to com-
municate the outer environment over the hob 3 with such
an inlet region of the mixer 10.
[0030] In the particular embodiment of the burner 1
herein shown, a tubular pierced body, for example being
composed of a metal spiral spring 11, is placed between
the support 16 of the injector and the inlet region of the
mixer 10, inside part of the well 17, and has the function
of preventing the possible propagation of flames coming
from the well 17 itself into the mixer 10. Similarly, in the
burner 1 herein shown, it is present another pierced tu-
bular body, also preferably composed of a metal spiral
spring 12, interposed between the outlet end of the mixer
10 and a bottom surface of the afore said ending chamber
29, having the function of preventing the possible prop-
agation of flames coming from the ducts 15a, 15b con-
nected to such a chamber 29. More in detail, it has to be
observed that the spring 12, having the function of pre-
venting the flame propagation inside the mixer 10, is as-
sembled between the outlet section, that is the ending
section of the tapered region with increasing section, of
the same mixer with axial Venturi effect 10 and the central
plug 14b of the ending chamber 29.
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[0031] The cup 2 is further provided with a duct 28 and
a support (not shown in figures) for a second injector,
substantially with vertical axis, shaped to direct the fuel
gas towards a mixer 9 with radial Venturi effect obtained
in the head of the burner 4, as well as means 13 for
constraining the same cup 2 to a hub 3.
[0032] Such a cup 2, according to the present inven-
tion, is made in a single piece by casting or die-casting
and it is shaped to allow the head of the burner 4 to be
assembled thereon firmly, for example thanks to the jux-
taposition of complementary parts.
[0033] The head of the burner 4, also preferably ob-
tained in a single piece, comprises the structure of a mixer
9 with radial Venturi effect placed in a central body de-
fining part of a central delivering chamber of the fuel mix-
ture, and an annular body, concentric to the central cham-
ber, which has part of a chamber, annular too, for deliv-
ering the same fuel mixture.
[0034] The central chamber of the burner head is com-
pleted by a flame-spreader ring 6, provided with notches
and/or holes for the outflow of the fuel mixture to be ig-
nited, and by a top lid 8, which closes the chamber of the
afore said central body and acts as upper wall of the
mixer 9 with radial Venturi effect.
[0035] The annular delivering chamber of the head of
the burner 4 is defined, on the contrary, next to at least
part of its side surface, by a flame-spreader 5, annular
too and provided with notches and/or holes for the outflow
of the fuel mixture, and by a top lid 7 which closes such
an annular chamber. It has to be noticed that, in the par-
ticular embodiment of the burner 1 herein shown, the
annular delivering chamber of the fuel mixture and the
central delivering chamber are separated one from an-
other, also if in another embodiments they could be flu-
idically connected one to another.
[0036] Alternatively, the herein described burner may
have only one annular body defining, with a respective
flame-spreader or lid, an annular delivering chamber of
the fuel mixture, or only one central body which defines,
with its flame-spreader or lid, only one central delivering
chamber of the mixture.
[0037] It has further to be noticed that, in the particular
burner 1 herein described, the afore mentioned annular
delivering chamber of the fuel mixture of the head of the
burner 4 is fed by the mixer 10 with axial Venturi effect
obtained in the cup 2 thanks to the distributing ducts 15a,
15b, also obtained at least in part in the same cup 2,
which communicate fluidically the same mixer 10 with
such an annular chamber of the head of the burner 4 and
then with the flame-spreader 5. On the contrary, as al-
ready described, the central chamber of the head of the
burner 4 is fed by the mixer 9 with radial Venturi effect,
which is obtained in the same head of the burner 4.
[0038] In alternative embodiments, herein not shown,
the mixer 10 with axial Venturi effect may feed both the
delivering chambers of the fuel mixture of the head of the
burner 4, or in any case any one of the one or more
delivering chambers of the mixture present on the burner

head.
[0039] Now referring also to figure 8, a further gas burn-
er 100 is represented, of the atmospheric type and adapt-
ed for domestic use for cooking foods, which is similar
to the afore described one referring to figures 1 and 2
and which is different therefrom only for the presence of
only one perimetrical hole 118 obtained in a perimetrical
area of the respective cup 102, and intended to be cov-
ered by an appropriate plug (herein not represented).
[0040] In particular, the burner 100 comprises a cup
102 provided with a mixer with axial Venturi effect and
two distributing ducts, placed on part of the perimeter in
plant of the same cup 102, and fluidically connected to
the outlet end of the same mixer, a head of the burner
104 assembled by juxtaposing parts on the cup 102 and
shaped with a central body and an annular body, as well
as two flame-spreaders 105, 106 respectively defined by
side walls of the afore said central body and annular body
of the head of the burner 104, and two upper lids 107, 108.
[0041] As afore mentioned, the manufacturing of the
burner 1 above, according to a preferred aspect of the
present invention, provides that the cup 2, equipped with
at least one tubular tapered part of the mixer 10 with axial
Venturi effect, but preferably equipped with the whole
mixer 10, is realized in a single piece by casting or die-
casting in an apposite mould.
[0042] In the same way, the manufacturing of the burn-
er 100 too, represented in figure 8, provides that the cup
102 is made as a whole and that the latter is similar to
the cup 2 of the burner 1, except for the presence of only
one outer perimetrical hole 118 in place of the three dis-
tinct holes 18a, 18b, 18c of the cup 2.
[0043] Referring now to figures 3-7, the method for
manufacturing the cup 2 (or the cup 102) of the burner 1
(or the burner 100) comprises, in sequence, the following
steps.
[0044] First of all (step (a)) the arrangement of a mould
40, of the type comprising at least two shells closable
one to another, is needed, the mould negative-reproduc-
ing the outer outline of the cup 2 (or 102) in its inside.
Such a mould 40, once the two shells are closed one to
another - of which only one is represented and indicated
with the numeric reference 20 -, has to allow the entrance
of a metal material, for example aluminum, in a liquid
(molten) state, in case and preferably under pressure.
[0045] Then (step (b)) at least one first core 30, shaped
to be removably combined with the mould 40, has to be
realized and arranged. As can be seen in figure 3 or in
figure 4, such a core 30, made in a material which has
to resist structurally to the molten metal material, is in-
serted preferably into an impression 31, obtained on one
or both the shells 20 at a side portion of the mould 40
itself, and it can be sustained by a further seat, or support,
32 obtained in the mould 50 in a position opposite to the
position of the impression 31.
[0046] The core 30 comprises at least one jutting por-
tion 22 reproducing the inner outline of the mixer 10 with
axial Venturi effect, or at least one tubular tapered part
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thereof and which, as can be seen schematically in figure
4, when the core 30 is combined with the mould 40 and
the latter is closed, is spaced apart from at least part of
the opposite walls of the two shells of the mould 40, such
that such a jutting portion 22, during the casting or injec-
tion of the molten metal material, defines a tubular hollow
body - that is at least in part of the mixer 10 with axial
Venturi effect - placed inside the cup 2.
[0047] According to a particular aspect of the manu-
facturing method of the present invention, such a jutting
portion 22 of the core 30 is shaped to reproduce at least
in part, but preferably at least the wholeness, of the tu-
bular tapered region with a gradually increasing section
of the mixer 10 with axial Venturi effect and, preferably,
also the whole region with narrow section of the latter.
[0048] The jutting portion 22 of the core 30 is cantilev-
erly supported, in the particular embodiment of the
present invention herein described, by at least one sup-
porting portion 21 of the same core 30, which is placed
at one end of the latter and it is shaped as well to remov-
ably couple with the impression 31 of the mould 22 and
thereby to retain juttingly, except for the possible engage-
ment with the afore said support 32, such a portion 22
inside the same mould 40, as it is closed.
[0049] Then the supporting portion 21 of the core 30,
being disposed just at one end of the latter, may be used
to handle the core 30 itself during the introduction and
the drawing out thereof from the mould 40, so that the
core 30 is substantially a shaped carriage which could
be driven to enter and exit from the mould 40 due to such
a supporting portion 21.
[0050] In the following step (step c)) of the manufac-
turing method of a cup of a gas burner herein illustrated,
the introduction of the core 30 into the two shells of the
mould 40 is provided, and the closing thereof, before the
subsequent step (step (d)) of injecting, or pouring, a metal
material in the liquid (molten) state.
[0051] The fact that the core 30 could be inserted and
drawn out from the mould 40 to realize the cup 2 (or 102),
entails that at least an ending part of the core 30 replaces
part of the perimetrical area of the cup 2 (or 102) which
has to be obtained by means of the mould 40. This causes
the formation of at least one hole 18a, 18b, 18c, or 118,
inside the cup 2 (or 102) itself, corresponding to such an
ending part of the core 30 which replaces part of the
perimetrical area of the cup 2 (or 102).
[0052] Such an ending part, as it will be evident, may
coincide with the supporting portion 21, creating only one
hole 118 (see figure 8) in the cup 102 drawn out from the
mould 40, for example, or it may coincide with part of the
jutting portion 22, creating for example a number of dis-
tinct holes 18a, 18b, 18c in the cup 2 coming out from
the mould 40.
[0053] It has to be observed that, according to a par-
ticular aspect of the present invention, the supporting por-
tion 21 of the core 30 is connected to the respective jutting
portion 22 at the part reproducing the outline of the mixer
10 with axial Venturi effect having the greatest section,

so that such a jutting portion 22 of the core 30 is tapered
from its part connected to the supporting part 21 up to its
free end which has a smaller section, corresponding to
at least part of the region with narrow section of the mixer
10.
[0054] Such a free end of the jutting portion 22 of the
core 30, according to another aspect of the present in-
vention, may be supported inside the mould 40, as re-
ferred, by the afore mentioned seat 32, which could be
preferably obtained at a projection 25, realized on the
shell 20 and adapted to negative reproduce the afore
said well 17. In this way, after the cup 2 has been drawn
out from the mould 40, the outline of the mixer 10 with
axial Venturi effect reproduced by the jutting portion 22
of the core 30 is connected to the outline of the well 17,
defined by the lug 25 of the shell 20.
[0055] According to a particular aspect of the manu-
facturing method of a gas burner herein described, the
jutting portion 22 of the core 30 comprises as well two
bodies 23a, 23b which leave from that region of the core
30 defining at least the tubular tapered part with increas-
ing section of the mixer 10 with axial Venturi effect and
reproduce at least part of the outline of the two distributing
ducts 15a, 15b of the cup 2 (or 102).
[0056] As can be seen more in detail in figures 3 and
4, these bodies 23a, 23b of the jutting portion 22 of the
core 30, defining the afore said distributing channels 15a,
15b of the fuel mixture, are preferably cantileverly sup-
ported too by the afore said supporting portion 21 of the
core 30 itself and they are placed, mutually parallel, side-
ways the jutting portion 22 defining at least one tubular
tapered part - but preferably the wholeness - of the outline
of the mixer 10 with axial Venturi effect.
[0057] According to a particular aspect of the present
manufacturing method of the cup 2 (or 102), before the
step of (d) pouring or injecting a metal material into the
mould 40, it is possible to realize and then to arrange
(step (h)) at least one second core 24, which can also be
removably inserted into the mould 40 and which com-
prises at least one jutting portion with at least part of the
outline of a duct, which may be, for example in the cup
2 (or 102) of the burner 1 (or 100) herein described, the
inflow duct 28 of the fuel gas towards the injector for the
mixer 9 with radial Venturi effect obtained in the head of
the burner 4.
[0058] In case such a second core 24 is realized before
the step of (d) pouring or pressure-injecting a metal ma-
terial in the liquid state, it is obviously needed to insert
the second core 24 into the mould 40, by coupling it,
before the shells of the mould are closed.
[0059] Then returning back to the manufacturing meth-
od of the cup 2 (or 102) of the gas burner 1 (or 100), after
the step (step (d)) of pouring or, preferably, pressure-
injecting a metal material in the liquid (molten) state, a
step (step (e)) of opening the mould 40, drawing out the
core 30 and in case the core 24 and removing the cup 2
(or 102) is provided, after the cup is solidified.
[0060] As said, an ending part of the core 30, having
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at least part of the tubular tapered outline of the mixer 10
with axial Venturi effect, replaces, during the die forming
of the cup 2, at least part of the perimetrical surface of
the latter, producing at least one hole 118 or 18a, 18b,
18c.
[0061] At this point, then, the manufacturing method
of the cup 2 (or 102) provides that (step (f)) a plug is
applied, or several plug 14a, 14b, 14c, to the hole 118 or
holes 18a, 18b, 18c, obtained by the afore said ending
part of the core 30 replacing part of the perimetrical sur-
face of the cup 2 or 102.
[0062] It has to be noticed that, because of the core 30
provides that the respective jutting portion 22 has a out-
line at least in part substantially of a truncated - cone
shape, that is with increasing, also if not necessarily even,
section, the drawing out of the core 30 itself from the
mould 40 has to happen necessarily from the portion with
greatest section of such a jutting portion 22 and then at
the outlet end, with greatest section, of the mixer 10 with
axial Venturi effect realized by such a core 30 during the
die forming of the cup 2 or 102. It means that the hole
118, or holes 18a, 18b, 18c, are placed downstream the
mixer 10 with axial Venturi effect and then the plug, or
plugs 14a, 14b and 14c, which could be made in a syn-
thetic or metal material, have the function to prevent the
fluidic communication of the outlet end of such a mixer
10 with the outer environment.
[0063] As already mentioned, the ending part of the
core 30 replacing part of the perimetrical area of the cup
2, or 102, during the die forming, could make one or sev-
eral distinct holes in the die formed cup 2 or 102, obvi-
ously depending on the outline of the core 30 engaging
with such a perimetrical area of the cup 2 or 102.
[0064] So, considering for illustration purpose only the
core 30 shown in figures 3 and 4, provided with a sup-
porting portion 21 from which a jutting portion 22 in the
shape of hay fork separates, in case in which the sup-
porting portion 21, substantially prismatic, of the core 30
replaces - in the mould 40 during the die forming - a per-
imetrical area of the cup 102, only one hole 118 is ob-
tained, which can be seen in the burner 100 of figure 8,
whereas in case in which an ending part of the jutting
portion 22 of the core 30 replaces - during the die forming
- a perimetrical area of the cup 2, then two or more holes
18a, 18b, 18c may be formed, as can be seen in the cup
2 shown schematically in figures 1, 2, 5, 6, and 7.
[0065] In the latter case, as illustrated in figure 5, in the
cup 2 drawn out from the mould 40, the holes 18a, 18b,
18c correspond to tubular ducts 10, 15a, 15b separated
one from another by diaphragms 19a, 19b. Therefore, if
it is necessary, as in the burner 1 herein illustrated, to
cause the duct of the mixer 10 with axial Venturi effect
to connect fluidically to the distributing ducts 15a, 15b of
the fuel mixture, then the manufacturing method herein
described provides that (step (g)) a chip removal machin-
ing is carried out, for example by means of cutters 27a,
27b (see figure 7), on walls inside the tubular region de-
fined by the jutting portion 22 of the core 30.

[0066] In particular, in the cup 2 herein shown in figure
5, 6 and 7, said cutters 27a, 27b are inserted into the
holes 18a, 18b, 18c to eliminate, by chip removing, the
diaphragms 19a, 19b and thus to create the passages
26a, 26b of fluidic communication between the mixer 10
with axial Venturi effect and the distributing ducts 15a,
15b of the fuel mixture, and therefore to realize the afore
said ending chamber 29, placed downstream the mixer
10.
[0067] It has to be noted that, also if a chip removal
machining is herein described intending to communicate
fluidically three tubular ducts inside the cup 2 and ob-
tained due to the jutting portion 22 of the core 30, any
other chip removal machining inside the tubular region
defined by such a jutting portion 22 coming from the step
of pouring or injecting the molten metal material into the
mould 40 is possible as well, in combination or alterna-
tively to the machining afore described, and then it falls
within the protection scope herein demanded.
[0068] After such a chip removal machining, whatever
it is, the manufacturing method herein described pro-
vides, in case of the burner 1, for the positioning of several
plugs 14a, 14b, 14c to close the holes 18a, 18b, 18c and
thereby to obtain the cup 2 shown in the herein attached
figures 1 and 2.
[0069] Referring to the core 30 herein represented in
figures 3 and 4, in case in which the supporting portion
21 of the core 30 replaces part of the perimetrical area
of the cup 102, the hole made in such a perimetrical area
is that one which is indicated by the numeral reference
118 in the burner 100 of figure 8, and then the ducts 15a
and 15b will be connected to the outlet end of the mixer
10 with axial Venturi effect, without the need of carrying
out any chip removal machining inside the tubular region
realized by the core 30.
[0070] As the person skilled in the art will have appre-
ciated from the description above, the above described
manufacturing method of a gas burner 1, 100 allows to
simply, effectively and economically obtain a cup 2, 102
provided with a mixer with axial Venturi effect, on which
a respective head of the burner 4, 104 could be assem-
bled, for example, with flame-spreaders 5, 6; 105, 106
and respective lids 7, 8; 107, 108.

Claims

1. Method for manufacturing a gas burner (1) of the
type comprising a cup (2), provided with at least one
tubular tapered part of a mixer (10) with axial Venturi
effect, and outlined to couple with a burner head (4)
provided with at least one flame-spreader (5, 6),
wherein said cup (2) is made in a single piece by
casting or die-casting in an apposite mould (40), and
comprising in sequence the following steps:

a) arranging a mould (40) with at least two shells
(20), for the casting or die-casting of said cup (2);
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b) arranging at least one core (30) which could
be removably inserted into said mould (40), said
core (30) having at least one jutting portion (22)
outlined with at least one tubular tapered part of
the outline of said mixer (10) with axial Venturi
effect;
c) inserting said at least one core (30) into the
mould (40) and closing said at least two mould
shells (20), at least one ending part of said at
least one core (30) replacing at least partially,
part of the perimetrical area of the cup (2) de-
fined by said mould (40), producing at least one
hole (118, 18a, 18b, 18c), said at least one jutting
portion (22) of said at least one core (30) being
retained as well, at least partially, at a distance
from the opposite inner walls of the closed mould
(40);
d) pouring or pressure-injecting molten metal
material into said closed mould (40);
e) opening the mould (40), drawing out said core
(30) and then removing said die formed cup (2),
after the metal material is solidified;
f) applying at least one closing plug (14a, 14b,
14c) to said at least one side hole (118, 18a,
18b, 18c) of the die formed cup (2) correspond-
ing to the ending part of said at least one core
(30) which replaces part of the perimetrical area
of the cup (2) in the mould (40).

2. Method according to claim 1, characterized in that
said at feast one jutting portion (22) of said core (30)
comprises as well at least part of the outline of one
or more distributing ducts (15a, 15b) of the fuel mix-
ture.

3. Method according to any one of the preceding
claims, characterized in that said at least one core
(30) comprises a supporting portion (21) connected
to said at least one jutting portion (22) at the portion
with greatest section of said at least one tubular ta-
pered part of the outline of said mixer (10) with axial
Venturi effect.

4. Method according to claim 2 and 3, characterized
in that said at least part of the outline of one or more
distributing ducts (15a, 15b) of the fuel mixture is
connected to said supporting portion of said core
(21).

5. Method according to claim 4, characterized in that
said at least one jutting portion (22) comprises at
least one tubular tapered part of the outline of said
mixer (10) with axial Venturi effect and at least part
of the outline of at least two distributing ducts (15a,
15b) of the fuel mixture, said at least one tubular
tapered part of the outline of said mixer (10) being
interposed between the parts of the outline of said
at least two distributing ducts (15a, 15b).

6. Method according to any one of the preceding
claims, characterized in that said step of f) applying
at least one closing plug (14a, 14b, 14c) is preceded
by a step of g) chip removal machining from walls
inside the tubular region defined by said at least one
core (30) in said cup (2).

7. Method according to any one of the preceding
claims, characterized in that said step f) comprises
applying two or more closing plugs (14a, 14b, 14c)
for at least two or more side holes (118, 18a, 18b,
18c) of the die formed cup (2) corresponding to parts
of said at least one jutting portion (22) of said core
(30) which replace part of the perimetrical area of
the cup (2) in the mould (40).

8. Method according to any one of the preceding
claims, characterized in that said mould (40) com-
prises at least one support (32) for a free end of said
jutting portion (22) of said core.

9. Method according to any one of the preceding
claims, characterized by comprising, before said
step of d) pouring or pressure-injecting molten metal
material, the steps of:

h) arranging a second core (24) which could be
removably inserted into said mould (40), said
second core (24) having at least one jutting por-
tion defining at least part of a duct (28);
i) inserting said second core (24) into the mould
(40) and closing said at least two shells (20) of
the mould (40);

and wherein said step e) comprises as well the step
of drawing out said second core (24) too before re-
moving the die formed cup (2), after the metal ma-
terial is solidified.

10. Method according to any one of the preceding
claims, wherein said mixer (10) with axial Venturi
effect comprises a tubular tapered portion with a sec-
tion increasing from a region with a narrow section,
characterized in that said at least one jutting portion
(22) of said at least one core (30) is provided with at
least the whole outline of said tubular tapered portion
with increasing section of said mixer (10) with axial
Venturi effect.

11. Method according to any one of the preceding
claims, wherein said at least one tubular tapered por-
tion of a mixer (10) with axial Venturi effect develops
along a substantially horizontal axis or along an axis
forming an angle of less than 45° with respect to the
horizontal line.

12. Gas burner (1) obtained by a method according to
any one of the preceding claims, of the type com-
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prising a burner cup (2), provided with at least one
tubular tapered part of a mixer (10) with axial Venturi
effect, and outlined to couple with a burner head (4)
provided with at least one flame-spreader (5, 6),
characterized in that said cup (2) is made in a single
piece by casting or die-casting, and that at least part
of the portion with increasing section of said mixer
(10) with axial Venturi effect is obtained as a whole,
by casting or die-casting, with said cup (2), and in
that said cup (2) has at least one side surface hole
(118, 18a, 18b, 18c), closed by an appropriate plug
(14a, 14b, 14c), said hole (118, 18a, 18b, 18c) being
placed at one end of said mixer (10) with axial Venturi
effect.

13. Gas burner (1) according to claim 12, characterized
in that said burner head (4) comprises at least one
annular delivering chamber and at least one respec-
tive flame-spreader (5, 6), the latter being disposed
at least on a side portion of said annular chamber,
said annular chamber being fed by at least said mixer
(10) with axial Venturi effect, by distributing ducts
(15a, 15b) of the fuel mixture at least in part obtained
in said burner cup (2).

Patentansprüche

1. Verfahren zur Herstellung eines Gasbrenners (1)
von der Bauart enthaltend eine Schale (2), die mit
mindestens einem röhrenförmigen konischen Ab-
schnitt eines Mischers (10) mit axialem Venturi-Ef-
fekt ausgestattet ist, und entworfen ist, um mit einem
Brennerkopf (4) verbunden zu werden, der mindes-
tens einen Flammenkranz (5, 6) aufweist, wobei die
Schale (2) in einem Stück durch Gießen oder Druck-
guss in einer passenden Form (40) gefertigt wird,
und nacheinander die folgenden Schritte umfasst:

a) Anordnen einer Form (40) mit mindestens
zwei Formhälften (20), für das Gießen oder den
Druckguss der Schale (2);
b) Anordnen von zumindest einem Kern (30),
der lösbar in die Form (40) eingelegt werden
kann, wobei der Kern (30) mindestens einen
hervorstehenden Abschnitt (22) aufweist, der
den Umriss von mindestens einem röhrenförmi-
gen konischen Teil des Umrisses des Mischers
(10) mit axialen Venturi-Effekt aufweist;
c) Einlegen von mindestens einem Kern (30) in
die Form (40) und Schließen der zumindest zwei
Formhälften (20), wobei mindestens ein Endteil
des mindestens einen Kerns (30) zumindest teil-
weise einen Teil des Umfangsbereiches der
Schale (2), der durch die Form (40) definiert
wird, ersetzt, wobei mindestens eine Öffnung
(118, 18a, 18b, 18c) erzeugt wird, wobei der
mindestens eine hervorstehende Abschnitt (22)

des mindestens einen Kerns (30) ebenfalls, zu-
mindest teilweise, in einem Abstand von den ge-
genüberliegenden Innenwänden der geschlos-
senen Form (40) gehalten wird;
d) Gießen oder Druckeinspritzen von geschmol-
zenem Metallmaterial in die geschlossene Form
(40);
e) Öffnen der Form (40), Herausziehen des
Kerns (30) und dann Entfernen der druckgegos-
senen Schale (2) nachdem sich das Metallma-
terial verfestigt hat;
f) Anbringen mindestens eines Verschlussstop-
fens (14a, 14b, 14c) an die mindestens eine Sei-
tenöffnung (118, 18a, 18b, 18c) der druckgegos-
senen Schale (2), die dem Endstück des min-
destens einen Kerns (30) entspricht, das einen
Teil des Umfangsbereiches der Schale (2) in der
Form (40) ersetzt.

2. Verfahren gemäß Anspruch 1, dadurch gekenn-
zeichnet, dass der mindestens eine hervorstehen-
de Abschnitt (22) des Kerns (30) auch zumindest
einen Teil des Umrisses von einem oder mehreren
Verteilerkanälen (15a, 15b) für das Brennstoffge-
misch aufweist.

3. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, dadurch gekennzeichnet, dass der min-
destens eine Kern (30) einen Stützabschnitt (21) auf-
weist, der mit dem zumindest einen hervorstehen-
den Abschnitt (22) in dem Bereich mit dem größten
Querschnitt des mindestens einen röhrenförmigen
konischen Teils des Umrisses des Mischers (10) mit
axialem Venturi-Effekt verbunden ist.

4. Verfahren gemäß Anspruch 2 und 3, dadurch ge-
kennzeichnet, dass mindestens ein Teil des Um-
risses des einen oder der mehreren Verteilerkanäle
(15a, 15b) für die Brennstoffmischung mit dem Stütz-
abschnitt des Kerns (21) verbunden ist.

5. Verfahren gemäß Anspruch 4, dadurch gekenn-
zeichnet, dass der mindestens eine hervorstehen-
de Abschnitt (22) mindestens einen röhrenförmigen
konischen Abschnitt des Umrisses des Mischers
(10) mit axialem Venturi-Effekt und mindestens ei-
nen Abschnitt des Umrisses von mindestens zwei
Verteilerkanälen (15a, 15b) für das Brennstoffge-
misch aufweist, wobei der mindestens eine röhren-
förmige konische Abschnitt des Umrisses des
Mischers (10) zwischen den Abschnitten des Umris-
ses der mindestens zwei Verteilerkanäle (15a, 15b)
angeordnet ist.

6. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, dadurch gekennzeichnet, dass dem
Schritt f) Anbringen von mindestens einem Ver-
schlussstopfen (14a, 14b, 14c) ein Schritt g) voran-
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gestellt wird, wonach die Wände innerhalb des röh-
renförmigen Bereiches, der durch den mindestens
einen Kern (30) in der Schale (2) definiert wird, durch
abspanende Bearbeitung bearbeitet wird.

7. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, dadurch gekennzeichnet, dass der
Schritt f) umfasst: Anbringen von zwei oder mehr
Verschlussstopfen (14a, 14b, 14c) für mindestens
zwei oder mehr Seitenöffnungen (118, 18a, 18b,
18c) der druckgegossenen Schale (2), entspre-
chend Bereichen des mindestens einen hervorste-
henden Abschnitts (22) des Kerns (30), die einen
Teil des Umfangsbereiches des Schale (2) in der
Form (40) ersetzen.

8. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, dadurch gekennzeichnet, dass die Form
(40) mindestens eine Stütze (32) für ein freies Ende
des hervorstehenden Abschnittes (22) des Kerns
aufweist.

9. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, gekennzeichnet durch das Vorhan-
densein der folgenden Schritte vor Schritt d) Gießen
oder Druckeinspritzen von geschmolzenem Metall-
material:

h) Anordnen eines zweiten Kerns (24), der lös-
bar in die Form (40) eingelegt werden kann, wo-
bei der zweite Kern (24) mindestens einen her-
vorstehenden Abschnitt aufweist, der mindes-
tens einen Teil eines Kanals (28) definiert;
i) Einlegen des zweiten Kerns (24) in die Form
(40) und Schließen der mindestens zwei Form-
hälften (20) der Form (40);

und wobei Schritt e) auch den Schritt des Heraus-
ziehens des zweiten Kerns (24) umfasst, bevor die
druckgegossene Schale (2) nach Verfestigen des
Metallmaterials entfernt wird.

10. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, wobei der Mischer (10) mit axialen Venturi-
Effekt einen röhrenförmigen konischen Abschnitt
aufweist mit einem Querschnitt, der ausgehend von
einem Bereich mit einem kleinen Querschnitt zu-
nimmt, dadurch gekennzeichnet, dass der we-
nigstens eine hervorstehende Abschnitt (22) des
mindestens einen Kerns (30) ausgestattet ist mit
mindestens dem ganzen Umriss des röhrenförmigen
konischen Abschnitts mit zunehmenden Querschnitt
des Mischers (10) mit axialen Venturi-Effekt.

11. Verfahren gemäß irgendeinem der vorherigen An-
sprüche, wobei der mindestens eine röhrenförmige
konische Abschnitt eines Mischers (10) mit axialen
Venturi-Effekt sich entlang einer im Wesentlichen

horizontalen Achse oder entlang einer Achse, die
einen Winkel von weniger als 45° bezüglich der ho-
rizontalen Linie bildet, verläuft.

12. Gasbrenner (1), der erhalten wird nach einem Ver-
fahren gemäß irgendeinem der vorherigen Ansprü-
che, der Bauart enthaltend eine Brennerschale (2),
die mit mindestens einem röhrenförmigen konischen
Abschnitt eines Mischers (10) mit axialem Venturi-
Effekt versehen ist, und geformt ist zum Koppeln mit
einem Brennerkopf (4), der mit mindestens einem
Flammenkranz (5, 6) ausgestattet ist, dadurch ge-
kennzeichnet, dass die Schale (2) in einem einzi-
gen Stück durch Gießen oder Druckguß gefertigt ist,
und dass mindestens ein Teil des Abschnitts mit sich
vergrößerndem Querschnitt des Mischers (10) mit
axialen Venturi-Effekt als Ganzes durch Gießen
oder Druckguss zusammen mit der Schale (2) erhal-
ten wird, und dass die Schale (2) mindestens eine
seitliche Öffnung (118, 18a, 18b, 18c) aufweist, die
durch einen geeigneten Stopfen (14a, 14b, 14c) ver-
schlossen ist, wobei die Öffnung (118, 18a, 18b, 18c)
an einem Ende des Mischers (10) mit axialem Ven-
turi-Effekt angeordnet ist.

13. Gasbrenner (1) gemäß Anspruch 12, dadurch ge-
kennzeichnet, dass der Brennerkopf (4) mindes-
tens eine ringförmige Zuführungskammer und min-
destens einen zugehörigen Flammenkranz (5, 6)
aufweist, wobei der letztere mindestens an einem
Seitenabschnitt der ringförmigen Kammer angeord-
net ist, wobei die ringförmige Kammer mindestens
durch den Mischer (10) mit axialen Venturi-Effekt
versorgt wird, über Verteilerkanäle (15a, 15b) für das
Brennstoffgemisch, welche zumindest teilweise in
der Brennerschale (2) bereitgestellt werden.

Revendications

1. Procédé de fabrication d’un brûleur à gaz (1) du type
comprenant une coupelle (2), pourvue d’au moins
une partie tubulaire effilée d’un mélangeur (10) avec
un effet Venturi axial, et contourée pour se coupler
à une tête de brûleur (4) pourvue d’au moins un dif-
fuseur de flamme (5, 6), ladite coupelle (2) étant réa-
lisée d’une seule pièce par coulée ou coulée sous
pression dans un moule (40) pertinent, et compre-
nant dans l’ordre les étapes suivantes :

a) l’agencement d’un moule (40) avec au moins
deux coques (20), pour la coulée ou coulée sous
pression de ladite coupelle (2) ;
b) l’agencement d’au moins un coeur (30) qui
pourrait être inséré de façon amovible dans ledit
moule (40), ledit coeur (30) ayant au moins une
portion saillante (22) contourée avec au moins
une partie tubulaire effilée du contour dudit mé-
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langeur (10) avec un effet Venturi axial ;
c) l’insertion dudit au moins un coeur (30) dans
le moule (40) et la fermeture desdites au moins
deux coques de moule (20), au moins une partie
de fin dudit au moins un coeur (30) remplaçant,
au moins partiellement, une partie de la zone
périmétrique de la coupelle (2) définie par ledit
moule (40), la production d’au moins un trou
(118, 18a, 18b, 18c), ladite au moins une portion
saillante (22) dudit au moins un coeur (30) étant
également retenue, au moins partiellement, à
une distance des parois internes opposées du
moule fermé (40) ;
d) le coulage ou l’injection sous pression d’un
matériau de métal fondu dans ledit moule fermé
(40) ;
e) l’ouverture du moule (40), le retrait dudit coeur
(30) puis l’enlèvement de ladite coupelle formée
par matrice (2), après solidification du matériau
en métal ;
f) l’application d’au moins un bouchon de ferme-
ture (14a, 14b, 14c) sur ledit au moins un trou
latéral (118, 18a, 18b, 18c) de la coupelle for-
mée par matrice (2) correspondant à la partie
de fin dudit au moins un coeur (30) qui remplace
une partie de la zone périmétrique de la coupelle
(2) dans le moule (40).

2. Procédé selon la revendication 1, caractérisé en ce
que ladite au moins une portion saillante (22) dudit
coeur (30) comprend également au moins une partie
du contour d’un ou plusieurs conduits de distribution
(15a, 15b) du mélange combustible.

3. Procédé selon l’une quelconque des revendications
précédentes, caractérisé en ce que ledit au moins
un coeur (30) comprend une portion de support (21)
raccordée à ladite au moins une portion saillante (22)
au niveau de la portion de section la plus grande de
ladite au moins une partie tubulaire effilée du contour
dudit mélangeur (10) avec un effet Venturi axial.

4. Procédé selon les revendications 2 et 3, caractérisé
en ce que ladite au moins une partie du contour des
un ou plusieurs conduits de distribution (15a, 15b)
du mélange combustible est raccordée à ladite por-
tion de support dudit coeur (21).

5. Procédé selon la revendication 4, caractérisé en ce
que ladite au moins une portion saillante (22) com-
prend au moins une partie tubulaire effilée du con-
tour dudit mélangeur (10) avec un effet Venturi axial
et au moins une partie du contour d’au moins deux
conduits de distribution (15a, 15b) du mélange com-
bustible, ladite au moins une partie tubulaire effilée
du contour dudit mélangeur (10) étant intercalée en-
tre les parties du contour desdits au moins deux con-
duits de distribution (15a, 15b).

6. Procédé selon l’une quelconque des revendications
précédentes, caractérisé en ce que ladite étape f)
d’application d’au moins un bouchon de fermeture
(14a, 14b, 14c) est précédée d’une étape g) d’usi-
nage d’évacuation des copeaux de parois à l’inté-
rieur de la région tubulaire définie par ledit au moins
un coeur (30) dans ladite coupelle (2).

7. Procédé selon l’une quelconque des revendications
précédentes, caractérisé en ce que ladite étape f)
comprend l’application de deux bouchons de ferme-
ture (14a, 14b, 14c) ou plus pour au moins deux trous
latéraux (118, 18a, 18b, 18c) ou plus de la coupelle
formée par matrice (2) correspondant à des parties
de ladite au moins une portion saillante (22) dudit
coeur (30) qui remplacent une partie de la zone pé-
rimétrique de la coupelle (2) dans le moule (40).

8. Procédé selon l’une quelconque des revendications
précédentes, caractérisé en ce que ledit moule (40)
comprend au moins un support (32) pour une extré-
mité libre de ladite portion saillante (22) dudit coeur.

9. Procédé selon l’une quelconque des revendications
précédentes, caractérisé en ce qu’il comprend,
avant ladite étape d) de coulage ou d’injection sous
pression de matériau en métal fondu, les étapes de :

h) agencement d’un second coeur (24) qui pour-
rait être inséré de façon amovible dans ledit
moule (40), ledit second coeur (24) ayant au
moins une portion saillante définissant au moins
une partie d’un conduit (28) ;
i) l’insertion dudit second coeur (24) dans le
moule (40) et la fermeture desdites au moins
deux coques (20) du moule (40) ;

et dans lequel ladite étape e) comprend aussi l’étape
de retrait dudit second coeur (24) également avant
enlèvement de la coupelle formée par matrice (2),
après solidification du matériau en métal.

10. Procédé selon l’une quelconque des revendications
précédentes, dans lequel ledit mélangeur (10) avec
un effet Venturi axial comprend une portion tubulaire
effilée de section accrue depuis une région de sec-
tion étroite, caractérisé en ce que ladite au moins
une portion saillante (22) dudit au moins un coeur
(30) est pourvue d’au moins la totalité de contour de
ladite portion tubulaire effilée de section accrue dudit
mélangeur (10) avec un effet Venturi axial.

11. Procédé selon l’une quelconque des revendications
précédentes, dans lequel ladite au moins une portion
tubulaire effilée d’un mélangeur (10) avec un effet
Venturi axial se développe le long d’un axe sensi-
blement horizontal ou le long d’un axe formant un
angle inférieur à 45° par rapport à la ligne horizon-
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12. Brûleur à gaz (1) obtenu par un procédé selon l’une
quelconque des revendications précédentes, du ty-
pe comprenant une coupelle de brûleur (2), pourvue
d’au moins une partie tubulaire effilée d’un mélan-
geur (10) avec un effet Venturi axial, et contourée
pour se coupler à une tête de brûleur (4) pourvue
d’au moins un diffuseur de flamme (5, 6), caracté-
risé en ce que ladite coupelle (2) est réalisée d’une
seule pièce par coulée ou coulée sous pression, et
en ce qu’au moins une partie de la portion de section
accrue dudit mélangeur (10) avec un effet Venturi
axial est obtenue dans sa totalité, par coulée ou cou-
lée sous pression, avec ladite coupelle (2), et en ce
que ladite coupelle (2) a au moins un trou de surface
latéral (118, 18a, 18b, 18c), fermé par un bouchon
approprié (14a, 14b, 14c), ledit trou (118, 18a, 18b,
18c) étant placé au niveau d’une extrémité dudit mé-
langeur (10) avec un effet Venturi axial.

13. Brûleur à gaz (1) selon la revendication 12, carac-
térisé en ce que ladite tête de brûleur (4) comprend
au moins une chambre d’apport annulaire et au
moins un diffuseur de flamme respectif (5, 6), ce der-
nier étant disposé au moins sur une portion latérale
de ladite chambre annulaire, ladite chambre annu-
laire étant alimentée par ledit au moins un mélangeur
(10) avec un effet Venturi axial, par des conduits de
distribution (15a, 15b) du mélange combustible ob-
tenu au moins en partie dans ladite coupelle de brû-
leur (2).
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