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CONVENTIONAL SAND CASTING
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Gas Entrapment due to
Rolling Back Wave
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Liquid Metal




* A tangled network of oxide films in a
turbulently filled casting
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for all liquid metals
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6. Feed shri-nkage if néceésary
7. Avoid convection

8. Avoid segregation

9. Avoid stress

10. Provide pick-up locations
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Hopeless!
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Alr entrainment by a

Conical Pouring Basin
\ | (Common bad

practice for steels)




2. Air entrainment
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THE COSWORTH PROCESS

Mould filled under
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Controlled

Conditions

Quiescent Metal Transfer

COSWORTH
Liquid Metal Pump

‘Sink Or Float’
Of Impurities
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Al Alloy Continuous Production of
Castings using Sedimentation
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