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of sand core and | ost foamtechni ques. A core of bonded granular material
in the desired configuration of the voids of the workpiece is fornmed. The
core has oppositely facing first and second surfaces with a pattern of
‘chahnel s ext endi ng bet ween ABSERATHcOPITHRPISFLOSIEREhannels is in the
desired configuration of walls for the cavities of workpiece. A first foam
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surface of the core overlying one side of the channels. A second foam | ayer

of destractoibtnaeieni af sandredy ad dudts Eoametechniheesecondestef ace of
the core, overlying an opposite side of the channels. The assenbly is

pl aced iof aborfledcgranputekdmeberig] andtheadebaredetonfignyatiterofl is
packed around the assenbly. Molten netal is poured into the nold cavity

i nt o conthetveids afhdhe workphece et ritbrmedm | Ther sorshash aposipese,
causing the nmolten netal to flowinto the channels, formng metal _walls for
t héOwor kpredegi ALFAE erdnAerFsngngurfacne Yhbbed PREVRBOSPE 6B2UPREE by the

foam | ayers.
yextending between them. The pattern of the channels is in the

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 deastructible material
is preformed and secured té the second surface of the core,
overlying an opposite side of the channels. The assembly is
placed in a refractory mold cavity, and granular refractory
material is packed around the assembly. Molten metal is
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 meﬁal walls for the
workpiece in the channels and in the Bspaces préviously

occupied by the foam layers.
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