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preformed and secured to the second surface of the core, overlying an
opposite side of the channels. The assenbly ~is placed in a ref ractory

mol d cavity, and granul ar rEfraCtQﬁ%mﬁﬁ&@rﬂﬁjTﬁ?dﬂ§§§®§U§éound t he

assenbly. Mlten netal is 20 poured into the no y I'nto contact with
the first and (o]0) foam |l ayers, which deconpose, causing the nplten netal
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desired configuration of walls for the cavities of workpiece.

A first foam layer of destructible material is preformed and

secured to the first surface of the core overlying one side

15 of the channels. A second foam layer of destructible material

is preformed and secured to the second surface of the core,

overlying an opposite side of the channela. The assembly .is

placed in a refractory mold cavity, and granular refractory

material is packed around the assembly. Molten wmetal 1s

20 poured into the mold cavity into contact with the first and

) second foam layers, which decompose, causing the molten metal

to flow into the channels, forming metal walls for the

workpiece in the channels and in the spaces previously
occupied by the foam layers.
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