: This investigation was undertaken in order to
assess the ticability of au:l precision casting methods in
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In addi ; tes of roducte
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Precision casting methods in general t
present ares= T e N

1. Pressure Casting
2+ Gravity Dﬁ‘m
e Sheld vouling
Te 302 Houlding

to
nﬂn.mnnlgnmu stence. This method has a
‘ us: rate with excellent surface finish, but does
lend itself to elimination of subsequent machining,.

nie ng costs are high and can only be justified by large
quantity production. .

Shell moulding : & heated metal pattern
well finished without m,’:& accuracy of the ouﬁu :
GIots Ga) Sopruling ke the Betoctm; BELOYISED SAGALAING Can
m ' dy or m’um, eliminated,

Pattern costs de mu'n to be produced and the
aceuracy ' Jasie equ ot for shell moulding would be=

Suitable means of cementing shells
5. Suitable storage bins for sand and resins,

Shell moulding and/or shell cores are used by -

Items selected for inves tion are those
200 or more of whieh were during the year
962, to June 1963, Each of items were assessed on
the basis of ty of precision casting and subsequent
mac time, The number of castings ordered at
any one time is um.u and must be sufficlient to justify
mac to produce moulds.
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AFPENDIX 1.

Follo No. 37/155 R Patt.No. 2039
nt - 12 loose patterns.

“Hand dvess to alean up - Pass to lathe,
WMumwuuﬂm&m.

mmumumzw:
Remove from s remount, face second end.

% ( New locks - 9/16" dia.
fmwm-n,uwm

SHELL JOULDING: »
Pattera Equipsent - Two plates and 1 core box.

lotes Two are required for each boss dia.
Auﬁ'_duuhmum

Machining - Jone required.

Bstimated saving in machining time - 10 « 15 mins each,
36 -« 5% hrs. per annum,

SOTGRNAN'S DOCR LOGE
nn.u. m' Foldo No, 37/131 Patt. No, 177% and 1775

annum
W»Imnutmmhm

% Mdmttocm utodl;%llm sdia

Prill  Drill and mm‘

Body - masd mmumwﬁ“

esk & holes - mumm.
FPittere ammm\m‘hm

mm Handle = Two plates A o 12
Body -m’huwmhx;og%u -

m-m_“m as previously.

m‘ wmu“ ul
muutu. ouldb.
" 5Q MS.

mmmummtm- umus ea.
hrs per acnum,

BUS TREAD PLATES

u'.n.tmt Folio Nos, 120/76 and 120/77 uttol:gﬂl

% e MM patterns for sach pert.

8%“““’“1{%'

%

SUELL HOUIDINGS
Pattern Equipment = yhtoulcmiuertnmm.

m'mmn.u-n




F rolio Neo, Patt, No. W28
. l?”-blmantm. _
Hand dress to ¢lean to drill,
prill « Clean up two esk ':ar&“wmm

in boss. Pass t .
uttmmnmnn::d 2% BefePe

SHEELL OULDIEG

Pattern equipnent - One plate Approx 12 per plate
Nachining - Tap 1/2* B.5,P. holes as required.

Notes Die is available for gravity die casting of this item.
Estimated saving in machining time, 20 mins. ea, 88 hrs. per annum,
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Patt. FHos,

&=

2 loose patterns of each item.
= -Mw:totmnu)-uﬁ::ggml.
T ORI ¢ pabs o Lithm,
Iathe » Turn stud and screw - pass to drill.
Drill - Drill and ¢'bore holes using drill jig.
Machining (cont'd) Side - hand dress to e¢lean up - tomil
Mill « Mill trolley wire groove using formed
eutter - pass to drill
A prill = Drill and tap holes @sing drill jig.
Pattera Equipment - Body - Two Plates 8ide ~ One Plate
Machining - Body -~ Serew Stud Estimating sav 1 hr. per assy.
8ide = Tap Holes zoou-.nra&

R Folie No. 37/146  Patt. No. 1621

dress angle to fit fixtures

wnmu:zw-:m,m stick,

fixture in capstan and turn spindle.

SHELL MOUIDIEGs
mmmﬂm-mmnmu approx, 50 per plate.
Machining - required.,
petimated saving in maching time, 10 mins, ea, 33 hrs. per annum.

e e Bl T

Patte oS, 2279 and 2297 .  No. Off 240 per anmum,

i

recomsended that the of a suitable _
Iwhmu-am‘nmmu
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s;ﬁm Follo Hos, 37/15% & 37/155 Patt.Nos.1958 & 1959
.bhno patterns of each RN & IH on

Bxisting Machining - Mdmstoclmnp-matohm.

Lathe - ia 3 jaw ochuck, true, and bore hoss to
sult "Doverite" .
_ % -+ “M:tbo ‘mtulrul.

Machining - Drill 2 holes in flange using jig.
Estimated saving in machining time - 20 mins ea. 72 hrs, per annum,
B e R T B e =
A0 CURVE EARS
Drge ¥oe m No. 68/20 ratt. No. 3276
Pattern loo tte
mwum'" 3% S10NR 2D =305 Ba mtld,
Nill nnmcnnuutmumm-
brill -mumummmuumdnn -
Lathe - Tarn stud and screv.
SHEELL MOUDLEG g

Patte - Two tes % mounted late
ﬁlﬂlm_ ”:u:uly on p
Estizated saving in machining time - 3/& hr, ea. 229 hrs per annum,

SOLLUCIOR SHORS
moa.w: Folio No. 45/2% Patt. o, 4091

Existing ntun :qum « % loose patterns with plaster oddside
and necossary core box,
Existing Machining - Hand dress to ¢lean up - pass to slotter.

Slotter = Machine dovetall Prass to drill
brill = Drill and tap hole using jig -~ pass to fitter.
um- = File to fit earbon lusert.

SERLL MOUPIAGs

munuua-n m&mmm umep‘“

Estimated saving in machining time - 1i hrs. eas. 2,500 hrs per annum,

BOLITER SPRING PAGEING PIRCES
3:3.. llr”lr Patte Mo, 2623

0,
ofF 200 por
puent ~ 3 loose patterns
W

htuul«imlt-mo’lmm“um % to 6 on plate
required 3
Estima saving in machining time - Hil, 3
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APZENDIX

SUSEENSION BRARINGS (ALL TXRES)
No, Off mmmmtmtm)

}lma umrunem(zsum)m
Bxisting Machining

: mzommo pass to joining.
| J' -sm:mrm “MM: pass to lst
operation turret la

ist inl tmmmo.b. £
mm-m e % u&u«u-m-ua':o::&mt

e o on machined turn 0,0, and bore I.D.
nn?“ woponuon. ru:.hm back face of flange and machine
body to length <« Pass to drill.,

prill « Drill dowel holes using jig - pass to disassembly.
Disassembly < Heat ::4‘:: te halves, wire brush joint face =
Fitters - oil grooves u face and bore. Sreak corners.

SIRLL MOUIDIAGS
Pattera Equipment - One ’hu and core box for each size of bearing

Hotes With metal s myug.m up worn axles, gear bous faces,
motors, No. of pat mmmuﬁ without re=
mmumm:wum-m hono.ot
patteras required would be approx,

Machining = WWMWM&&J‘W
face plate . machine xng bore and face
flange = hmn.

Fitters-Cut oil gromt :.n face and bore, Break corners

Estimated saving in machining time 13 hrs, 4,083 hrs. per annum,

W
nr;.uo.n .rouono.s'r/% Patt. No. 3747

m P‘tm 10«12 loose patterns
Existing Maec ""ﬂ‘am. to clean 6’; - pass to lathe

Lathe < Drill le « pass to drill
prill - Drill 3 - 9 Dia. aomwc'sk.

SLELL _MQUIDLNGe

9umnq:s==s-m‘h‘u-smnmpun.

Estimated saving time -« 10-15 mins, ea, 48 to 72 hrs, per annum,

40" FRUAME BAS

prg. o, 0=6893 rpolio Mo, 68/16 Patt, No, 3278
mﬁ&mm 3 loose patterns
Existing Machining - Hand dress to clean up - pass to mill.

Mill -mlmu”unmumtmdmur
prill mm'mamo'um“umum.a

muupmunmunm m-urem
Fitter « Tap boss BeBaWs

i3
Wl«iwnmmm“nm-kmMoamu

Bstima mw’%wﬂ;ommm

bl s Lt




Pattern Equipment - One plate and core box. Approx. 12 on plate.
Machining - None required,
Bstimated saving in machining time i hr., ea, 63 hrs, per annum,
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