
Blatchford

Align so proposed anterior and lateral alignment lines
are vertical and in line with the axis of the mandrel.

Pour plaster to produce a flat
level upper surface.

Using wall frame and
cast wrap holder,

position negative cast in
holder

(posterior of cast
towards frame).

Position in cast holder
so proposed alignment

lines are vertical.
Bend struts to hold
socket in required

alignment.

Secure in
position with

tape or
plaster of

Paris.

Ensure mandrel is positioned centrally
M-L at mid-patella level and A-P at patella tendon level.
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Final adjustment of alignment can
be made using the built in alignment
device. This should ensure sufficient
alignment facility will be achieved in
the definitive socket.
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RELEASE
AGENT

Apply  release
agent to Tapered
Mandrel and
position in negative
cast, lower centre
rod of mandrel to
the bottom of the
cast.

When set remove
from wall frame

and modify cast as
required.
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5

Cast Preparation   Section 1:1:1

Section 1:1:1
Iss. 01-08-2000

Positive
Cast

30mm

Apply a release agent
to inside the cast.
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Extend negative cast 30mm
above the anticipated
proximal trim line, avoiding
any re-entry condition.
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Mark proposed
alignment lines
on negative
cast.
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Section 1:1:2   Manufacture of Socket Liner
Take the patients
rectified cast and
measure as
follows:-

Heat cut
blank in a
pre-heated
oven at
140°C.
for 1 minute

1 B + 15%

A
+ 15%

C

2

Cut, then skive
left edge by
20mm.
Then repeat on
the reverse
edge of the
opposite side.

Transfer measurements
to the P.E-Lite sheet
Increase measurements
as diagram.
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140° C
for 1 min.

Hammer
seam
gently flat

When P.E-Lite
has cooled,
reheat in oven for
3 to 5 minutes
at 140°C until flexible

Height
C
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Set cast onto
vacuum post,
dust cast with
french chalk

or talc.

Remove cone
from oven and
pull over.
Tie off distal end.
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Cover cast with a sealed
vacuum bag and tie off below
first vacuum hole.
Apply vacuum.

Pull over nylon
stocking to act
as a wick.

 Remove tape

A

B

Tape adjacent
skived edges to
ensure a clean
line.

140° C
for  3 - 5 mins.
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Coat skived
edges with
Evostik 528
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OF ACircumference
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THIXOFIX
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Former

140° C
for  2 mins.

140° C
for  6 mins.

THIXOFIX
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2mm

Manufacture of Socket Liner   Section 1:1:2
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Section 1:1:2
Iss. 01-08-2000

Allow adhesive to become
touch dry then hold in
place until disc is adhered.

Transfer to Support
Slide Assembly on

Drill Stand.
Ensure Support Slide
Assembly is set to

zero.
Apply Flattening

Cutter to give position
of Dome Former.
This will pierce a
12.4mm dia. hole

through Plastazote.

Cut a suitable
piece of
Plastazote either
12 or 27mm thick
to cover distal
end of liner.

When cool, coat bonding surface of
Plastazote disc and also distal end
of P.E-Lite liner with Thixofix.Place disc in a pre-heated oven at

140°C (3 - 5 minutes) until soft and
pliable. Remove disc from oven and
form over distal end.

Trim and shape
Plastazote to diameter
of appropriate Spigoted
Drape Former, leaving
slightly oversized by

approx. 2mm.
Blend to Liner, avoid

undercuts.

When cool, trim
proximal end.
Shape distal end
to form a chamfer

Heat a disc of P.E-Lite
same thickness as cone
in a pre-heated oven to
140° C for 2 mins

Trim off excess
and linish
smooth.

Coat chamfered edge of
P.E-lite liner and mating
surface of pre-shaped disc
with Evostik 528. Allow
adhesive to become touch dry.

Remove disc from
oven, pre-shape over
distal end.
When cool remove disc

Continue for Single Bolt Alignment Sockets

Hold disc in
place for
3 mins. with
a vacuum
bag

Flattening
Cutter

Finish Liner at this stage for Pyramid Alignment Socket
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