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SOLUBLE NAVMOLD MANDRELS

Two standard small-scale mandrels were cast from the hot-melt, water-
soluble Navmold material. Only one was evaluated since the Navmold
used in the second mandrel had become contaminated and degraded before

casting was completed.

The effect of the winding and curing operations on the Navmold mandrel
was determined before a proper theoretical analysis could be made. How-
ever, radial deflection because of the curing operation was measured and
could have been reduced if the wall thickness had been significantly

greater than one inch.

Tooling

A split mold of glass-fabric, reinforced-plastic construction (Fig. 2 )
was used for the fabrication of mandrels from Navmold (and plaster

materials).

Mandrel Fabrication

A fill-and-drain technique was used for casting the standard small-scale

mandrels from the Navmold material.

Figure 2. Split Mold for Navmold-Fabricated Mandrels
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Figure 3. Electrical Melt-Mix Pot






























































