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Process selection

I Design and speciﬁcationJ

Determination of casting techniqueJ
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Moulding material
preparation

Patternmaking

Furnace charge
preparation

manidingiand Metal melting
coremaking
I
Heat treatment
and finishing
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Quality control

Inspection and Process cabability,
.| testing of . . studies

products

Disposition of \ Quality control -

roh-siahdard procedures and

products ) records

|

LQuaIity management|

“Inspection and | ‘ dlity planning
testing, products : (including process
. capability studies:
determination of
inspection procedures)

Quality control
procedures and
records

Disposition of
non-standard
products
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Head Protection.

Eye Protection’

Close Fitting High Buttoned

Jacket Outside Trousers (

Elbow Length Asbestos Gloves

Leather Spa\s

Soled Boots .
~No Thongs, Sneakers or Ireads!

4
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Air Compressor

Resenvoir

Recever
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Spiit Airine

Awkward Shape

Large Bulk

Slippery Surface
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Spine Straightens
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RMIT. AUS.
SET PLATE
ROYAL MELBOURNE INSTITUTE OF TECHNOLOGY
PATI'ERNMAKJNG DEPARTMENT
PATIERNMAKING PRACTICE/

CAST IRON SET PLATE

PROCESS SHEET : ‘ ; DRAWING NO: P.M. 1-1
TIME ALLOWED: 6 Hours

MATERIAL: PATTERN: Jelutong

CUTTING - LIST: 1 off 230 x 130 X 22mm

CASTING: - Grey Ca

PLANING:

1
2.

4.

- Select the best fz d asceftain direction of timber grain. !
Clean off m n  wili¥a No. 4 smoothing plane and try the surface TRANSVERSELY,

LONGITUDI
is perfectly flat. Fin

AGONALLY with a straightedge. Continue planing until the surface
test for flatness by lightly rubbing on the surface table. This first flat
surface will be “face side” :

Mark the face side with a face mark , the tail pointing to the face edge. Plane the edge until

perfectly flat and square with the face side, the continue the face mark across the face edge. ‘

Gauge thickness to 21 mm contraction rule and accurately plane to size.

MOULDING METHOD:

Before marking out tHe shape of the pattern the moulding method must be carefully considered,
since this will influence the direction of the taper which must be applied to all edges of the

pattern. Take careful note of the instructor’s remarks during the workshop lesson.
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" MARKING OUT:

1.

- With a gauge, mark longitudinal centre-lines on both sides, (in centre of timber) from the face

edge.
With a square and scriber, mark the centre-line for a ‘D’ - shaped hole on both sides, (not

in centre of timber). : ‘

On the face side of timber only, mark the outside shape of the pattern using contraction rule,

gauge, square and:dividers.

MARKING OUT: Conf’d ...

4. On the face side, mark the shape of the ‘D’ - shape hole to correct size.

5. On reverse side mark the shape of the ‘D’ - shaped hole 1 mm smaller all round. This allows
the moulding taper. '

6. With a sharp chisel-pointed pencil, clarify all lines which are to be workég to.

PROFILING: " ‘AO

i With a 9mm drill or Forstener bit, carefully drill out ﬁ materialMgom the ‘D’ - shaped hole.

2 With paring chisels and gouges pare out the hole, wor from mark-out lines on each side.
Do not glasspaper.

3 Set the‘table of the bandsaw to the angl| nd carefully cut the outside shape as
close as possible to the mark-out lin€s the face side. ]

4. With a plane, clean up with the ttern first, then the sides, and finally pare the
corner radii with a chis | times Wsing a bevel to obtain the correct anglé of taper.

FINISHING

i With suitable glasspg@per and block, carefully srfooth all edges, making sure to preserve taper

| and‘sharp comners. R mooth both faces.
2. Neatly letter your name on the face of the pattern. -
3 Apply one thin coat of clear shellac varnish.. Allow to dry, then rub down with fine or worn

glasspaper before applying a second coat.
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