
SAND MATTERS!
MOVE IT & MIX IT EFFICIENTLY

800.457.5456  •  palmermfg.com

Klein Palmer Inc., is a Palmer Manufacturing & Supply, Inc., Company.
We are Palmer's metal casting, rail sanding and industrial processing division,  

offering a wide variety of heavy-duty processing equipment and services.

PLUG FLO® 
• Improve Sand Casting Quality
• Eliminate Sand Degradation
• Reduce Air Consumption
• Minimal Maintenance
• Efficient Sand Transfer

STATORMIX® 
• High Core Strength
• Accurate & Reliable Binder  
   Dosing System
• Reduce Binder Consumption
• Wear Resistant Lining
• Easily Process Partial Batches

PLUG FLO® PNEUMATIC TRANSPORTERS 
& STATORMIX® CORE SAND MIXERS

CMH Manufacturing
1320 Harvard St.
Lubbuck, TX 79403

www.cmhmfg.com
806-744-8003
sales@cmhmfg.com

Tilt-Pour Permanent 
Mold Casting Machines 
& Foundry Systems

GRAVITY DIE CASTING MACHINES

ROBOTIC PLACEMENT & EXTRACTION

Automate 3R & 6R with Robotics

As a KUKA System Partner and FANUC System Integrator, we 
can assist you with your automation needs, be it updating current 
system with integrated robotics and automation or a new project.

No tie-bars to interfere with robotic core placement or casting extraction.

Additional machine customizations available, such as front 
ejector and swing in casting catcher and more.

Let’s Have A Beer STATIC POUR

Permanent Mold Machines
Gravity Die Casting Machines
Tilt-Pour Process
Autocast Style Machines
Rotary Tables

Automation Work Cells
Riser Saws
Casting Coolers
Casting Catchers
Foundry Accessories

Let’s Have A Beer TILT POUR

Hall Foundry SystemsHall Foundry Systems
By CMH Manufacturing

Visit us at:
Booth #2718
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VENTING SOLUTIONS 
There are many different types of 
venting solutions available that 
generally fall into two categories – 
fixed and variable.

Examples of fixed vents are simple 
vents that are parts of the pattern. 
These are used in addition to open 
as well as blind risers. When the 
cope is formed, the vents are part of 
it either in green sand or chemically 
bonded sand.

Variable vents can include manually 
drilled vents, wax vents that are 
formed in the mold or core and 
melted out, and flexible textile 
tubing. Manual drilling is labor 
intensive and has the potential for 
inconsistency. Wax vents require a 
great deal more handling and are 
energy intensive.

Flexible venting in chemically 
bonded sands can be an economic 
consistent solution to this critical 
process; this tubing is strong enough 
to support the sand as it sets up , 
and is permeable enough to allow 
large volumes of gases to escape 
even if the path is complex with a 
variety of directional changes.

ARTICLE TAKEAWAYS:
• Reduce defects with venting
• Fixed & variable venting solutions

PREVENTION OF DEFECTS WITH VENTING

A wise foundry veteran* said “…vent, vent, and vent some more.” Venting is 
one of the most critical aspects of any molding / pouring system to eliminate 
gas related defects, such as blowholes, improve the surface finish, and allow 
for shorter pouring times.

Oddly, everyone recognizes the need to vent cores and molds to avoid 
problems from entrapped gases. Too often, though venting (which is not 
very difficult) is overlooked until a problem develops.

Consider the basics: there needs to be a path for the air displaced by the 
metal to exit. With green sand, air itself and the water in the sand mold can 
expand dramatically when changing from room temperature to 2500° F – 
potentially up to 40 times in volume!

With chemically bonded sands, the products of combustion need to have a 
way to exit the mold without going through the casting.

Contact: 
JIM GAULDIN
jim.gauldin@palmermfg.com

DEFECT 
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21

3333

Jack Palmer
Owner 
Palmer Manufacturing & Supply, Inc.
www.palmermfg.com

Article Takeaways:
1.  Reduce defects with venting

2. Fixed & variable venting solutions 

A wise foundry veteran* said “…vent, vent, and vent some more.” 
Venting is one of the most critical aspects of any molding / pouring 
system to eliminate gas related defects, such as blowholes, improve 
the surface finish, and allow for shorter pouring times.

Oddly, everyone recognizes the need to vent cores and molds to 
avoid problems from entrapped gases. Too often, though venting 
(which is not very difficult) is overlooked until a problem develops. 

Consider the basics: there needs to be a path for the air displaced 
by the metal to exit. With green sand, air itself and the water in the 
sand mold can expand dramatically when changing from room 
temperature to 2500° F – potentially up to 40 times in volume!

With chemically bonded sands, the products of combustion need 
to have a way to exit the mold without going through the casting.

Venting Solutions
There are many different types of venting solutions available that 
generally fall into two categories – fixed and variable.

Examples of fixed vents are simple vents that are parts of the 
pattern. These are used in addition to open as well as blind 
risers. When the cope is formed, the vents are part of it either in 
green sand or chemically bonded sand.

Variable vents can include manually drilled vents, wax vents 
that are formed in the mold or core and melted out, and flexible 
textile tubing. Manual drilling is labor intensive and has the 
potential for inconsistency. Wax vents require a great deal more 
handling and are energy intensive.

Flexible venting in chemically bonded sands can be an eco-
nomic consistent solution to this critical process; this tubing is 
strong enough to support the sand as it sets up , and is perme-
able enough to allow large volumes of gases to escape even if the 
path is complex with a variety of directional changes. 

Prevention of Defects with Venting

Contact: Jack Palmer 
jack@palmermfg.com

 *  The first 10 people to correctly name the wise 
foundry man that said this famous line earns $100 
in Palmer Bucks! Email Jack with your answers!

Vents placed into the core to create a path for the gases to exit  
without going into the casting.

After core is filled, end of vent are shown where the gases are exiting. 
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