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The Pattem Is
Removed and
the Caosting Is
Poured.

Sprues, gates, and
Risers are Removed.

Permanent Mold

Water-cooled
o — Metal Molds

Die Casting

N4 Water Cooled
Steel Mold
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1.The Raw Material for
Casting an Arrowhead
Clay, Water, Copper, and
Stone Pattern.

2,The Clay is 3.the
Tempered with Pattern
Water and is Pressed
Kneaded Until ich:f ;23
Plastic. e

Clay.

4.The Surface Is Lightly
Dusted with Fine

Dry Sand to Prevent
Sticking

5. Another
Lump of Clay
Is Pressed
over the First
to Encase the
Pattemn.

. Finally, Melted Copper
is Poured info the Mold,
When it has Cocled,

the Mold is Broken Open-and
the Casting Removed.
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Mould Maring
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waziinasinnatmnins sy enatiie
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10. Mzunsy (Hand Riddles) meinsddnuniznay dnseu vinmelanzvdalinla
a1l lunesaunse

1. nszargmn Sprue Pin) Whiliinau 4 Msmdasaun Mndufumdeduoy
(Cope) ifialdnmeatiilsay q nimnnsziaasafivinnisisesn

12. g (Sprue Cutten) dnmouzifluviavinfosene wanadin vi3amanfila few
Tunsaslhuwmsaduuu (Cope) mi‘nm‘?ﬁmwﬁwtmdqgm

13, nastloawy (Spray Gun) Wuimuauanamunzile W wiumuansanuiinly
WAKLL (Molds) wFalduuy (Cores)

14, seAini Spirf Leved 1imssAuanstiamth wuuvde iidssffuriuou

15, inAniasuuazAzy (Sprigs and nails) Tidomane i ¥inaaagnunannuuy el
mﬂﬂgaumﬂma'hmm‘l.ﬁu.uuimmaﬂnnuuwﬂﬂ

16, utlsatin Swaby Mmsay 9 nerauiouTiasy NULLINGIE T80
Uiniseu q nszaugmneunsneana Nl (Copéy unﬂﬂmnﬂﬂu‘lﬂwuﬂu

18. wa2 (Shovel 1¥lunisinnineuas

v 4 - =i
19, manundgla (Vent Wire) 14u unuieiiugfnantisenunla

20. uyNihauLL (Strike off Ba vinylann livsawman Hudmdsuiutn anu
o -
ez 1 We Mhanseiely hsgb
21. (aNnaAuLL Spike) dhUaneunauvieanaiaen e ldlunisnannszaiu

20NAINULILINGE (Molds)

22, finaausuufialvg MDraw Screws and Rapping Plate) 1 wiunaanszau
wnalvg 9 eanaInuy olded Sand)

23. @4A (Smoothers and Comer Slice) AnwauzAansiuifies teuldlunsunsiauuy
Wuwnrnsnuitlndaziasa

24, FFamadnilans Gate Cutten \uurulanza q 14lunsdin Ingate L4
dInsauuuman (Molded Sand)
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Threaded

Draw Screw
10. 20. Rapping
Plate
Pattem

- o a ] -
UN 2.1 UAANATONLBUANULLIYUAATN )
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. P

Inslde  Half Round Fiat
Square Comer

o= Y

Pipe Smoother  pgytton Smoother

31]1»1 21 9

Uil 2.2 manunagle AO

3U# 2.4 Floor Swab
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% <>
Single and Double Studs
Pipe Nail Spiked
stud for Pressing into .
Side of Mould Pipe Chaplet

- a
5UN 2.7 uany Molder's Bulb uazn1sAnea ldLLY (Cores)
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i
. Wl
Pipe Nails (or spiked studs)
Can be Used fo Hold
a Vertical Core

Cut-away of Mould to
Show how Pipe Chaplets
Can be Used

27 10)

e— Holes for Screw

Draw Spike

- w - - I
3UN 2.8 uAanIN171% C-Clamp dmheiiumasn
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Typical Reinforcement fo*r a Small Cod
1

7777,

LIS AT IIEIASS

Cod
Mould

AANIIAN SRR ﬁ//// 77

ARNAEARARRENNNN

sUN 2.9 uannsauuman b luunzadoude

2.2 #iunda
(™) IJA . vV e - I - as q"q
Faantemiunlivindunas (FIos& OM s) HUAILAD
1. 10 mlde azan sangn o gy
-4 I - v =l l‘.’r ]
2. wanvas teulduan In9 Wi Ingy

3. WaANNaT mnzdnd ﬁm’muﬁmﬂqq nummu?auqq Pala!

WS waziviinnunn wldagazanauns
1 -y H VA -~
upasiilunasvisaniarush lanseld Tsazidlusiaieve
v Vel o ol -
wisay 4 nezamliBnd uazaziifuaseunuuinaelunsdl

L

= - | 1 4 o . v = w v v o
NoaANLVIaRaaRnauL 'ﬁﬂv!:'ﬁQVﬂJﬂ?ﬂUlLUUﬁ:ﬂq“uqﬂLﬂumqﬁ?ﬂUﬂﬂUﬂﬂﬂ‘luﬁWlﬂaﬂu‘lwq

viaRannsRIlLInE Mt Tans
2. daudsznaurasgaunaa

2.1 fuvdeduLu (Cope)

2.2 Fuvdediunany (Cheek Wlunsiififingzacuadiavans « Gy viavindiu-
ydsuuumans 9 u

23 Fumdadudne ©Orag)

2.4 N9BY (Frame) URIALLUUAZALAN

2.5 Hien (Handle) UasiLLLLAT LA

2.6 adMingue (Guide Pin) IITILLULAZTLAN TnedaIvofiuduaneazifiu

a o X - < . v woa a o
westuaulyl LLﬁ:111]']1111]1.{1.11.1’?:W’I?t'}i“l]ﬂﬂlﬂﬂﬂ']lﬂﬁﬂu‘]mﬂ'lq
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3. ANANURYaIAUNED
3.1 uiusanafiaznumusetinfinsegnnsien
3.2 annsndanaelimeseylaa
3.3 \ileutiu 1dash
3.4 nugamgiigeq 1o sanussiunairtansieus foe

Bar
Suppeorting
Arbor

Casting

311{1' 2.11 uanans 1t Gaggers MelunuLman
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| o o o 7 e ol o I DT

“ﬁxg;?mg. I8

Chaplet

ud uble-head) Chaplet

J J' -
U 2.12 Hﬁm!ﬁl{ﬁ’ﬂw U

4. viinvadRUndAD
4.1 Box Flask (Huniuvg@nydin (Wood) wdaanlan: (Metad fila
wnzdmiuldinwuuvasunsaian v UNaNa

Stem Chaplet

Cope

/ rag

3U#l 213 Box Flask

42 snop Flask liviwuuvaesssuanla wseldiuauiunis CO, -Process
aungnnaniueenia Lw?ﬁ:ﬁqmmﬁm:ﬁmaﬁ’uua:muﬁuﬁm—lﬁmﬁmﬁ

43 Wooden Molding Boxs l¥dwiunananunnalvy Inssewinuuuvas
naemnangmuiu asesudweiuvassiimesuargientilunslsenuiuuunuituans
%\uﬁﬂﬂua:mﬁnﬁm:;'l’iﬁ‘;udm'lm)j@:vhmmnwiﬁnnf'h (Steels) ATINAWALNADATINNG
Fusadlivent 9 wee finszhdiuilaunalnguazaninn Sefesheiuamuuiussng
fumaslunstinfounmemdaldtiue
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Cope

N é\
IS

Cope ,./
Drag 5

311# 2.14 Snap Fask ilar Wooden Molding Box

N\

4
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A\"/J
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ATFI WWVLATRINUNE X YIlJl.I'lJ.‘]lﬂYmﬂﬂﬁ‘ﬂ

L1}
1. Swab Aadaln

1. wlseuusau 2. wlsavanszgen
3. szain 4. Qnﬁq 1 4as
2. Bellow Anialn 8

1. QU . aoU
3. To9QU
3. el N EaaNaTaLANAan
1. Sprigs ggers
3. Draw Spike i gnf]‘:q 1 uas 2
4. ﬁunéaﬁﬁﬂuy ATunel q Wetdedumsdateunselliliteteudmun
1. Wooden Box 2. Snap Flask
3. Box Flas 4, gm??q 1 uar 2
5. Sprue Base RN Tamsaniudala
1. Cup Well 2. Base Well
3. Buttom Well 4. govnda
6. ldulmsmevsanunsivg asnaninsauuunas
1. Bellow 2. Brush
3. Dust Bag 4, Cleaner

7. MilnAsanusneanannszaau
1. Bellow 2. Brush
3. Dust Bag 4, Cleaner
8. \funlduunsing vansusnuuuielseRauuy
1. Bellow 2. Brush
3. Dust Bag 4, Cleaner
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9. Mtenuguimihuuusonudnan 9 ¥eduuy

1. Bellow 2. Brush

3. Dust Bag 4, Cleaner
10. 1B sndeunumeminsnnae Liter

1. Bellow 2. Brush

3. Dust Bag 4. Cleaner

N\
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