Green Sand Casting

This means simply that the mould is made from damp(‘green’) sand.

Metal shapes are produced by pouring molten metal into moulds made of damp casting sand.

Casting Process
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The molten aluminium or brass is de-gassed (using a gassing tablet which is dropped into the crucible) then poured from the crucible into the runner until the metal fills the riser.
A good pattern has got slopping sides and rounded internal corners.


This is called a flat backed pattern.
There are many types of patterns flat backed being the most commonly used in schools.  Here are a list of the other types of patterns.
Odd-side pattern

This type does not have a flat side and must be moulded in both halves of the cope & drag ( when the cope & drag are together it is called the flask).  The parting line between the cope & the drag must be carefully chosen so that the pattern can be removed without damaging the mould.

Split patterns

The pattern can be made in two parts located together with tapered metal dowels.  

This makes it impossible to build up the bottom half of the mould as with a flat back pattern and then fit the other part of the pattern to complete the mould.

Split patterns are used when moulding shapes, which are too complicated to remove from the mould in one piece.



Match – plate patterns

The two halves of a split pattern can be mounted on either side of a piece of 12mm thick plywood, which fits between the cope & drag.  The mould can then be made, simply by filling the drag turning the cope & drag over and placing the sprue pins and then filling the cope.


Cores

These are used when internal shaping is needed in casting.  It is easier and more economical to cast in shaping than to machine afterwards.

For example the large hole in the bracket above would only require finishing to correct size, while to set up and drill a solid cast would be a lengthy process.


1.	A smooth wooden (or sometimes a polystyrene) pattern the same shape as required for the final casting is placed on a flat board.





2.	An open-ended metal box called a drag is placed over it and packed with damp/green sand.





The whole thing is turned upside down and another box, known as a cope, is placed on top.  The cope has pegs which fit into the holes in the drag.  The pegs are offset so that the cope & drag cannot be fitted together the wrong way round.


Parting sand is sprinkled over the surface, then this, too, is packed with sand around two sprue pins.





4.	The cope & drag are separated & the pattern and sprue pins removed.  The parting sand eases this separation.





5.	The cope & drag are put back together & molten brass or aluminium is poured in & allowed to cool.
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