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An alternate to mitenng is the use of a separate small
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Special corner pieces can be cast by using modified
standard unit molds, which are part of the master mold
concept discussed in Section 2.3.3. If the size of the
project or the available time constraints warrants mul-
tiple melds, a separate corner mold is recommended.
On a high-rise building, the cost of a corner mold and
the handling of an extra piece may offset the modifica-
tion costs of the master mold and/or be justified by the
additional flexibility in erection tolerances., Separate
corners also may be advantageous in providing similar
orientation of corner surfaces for matching finishes or
the corner pieces may economically be designed and
produced as part of one of the adjacent typical pan-
els. Matching finishes can be very difficult when one is
on a down-face and the otfier is on a return (vertcal)

face.

The variations in the overall length of a building el-
evation, assuming that these stay within stated toler-
ances, may either be accornmodated in the joints or in
the design of the corner pieces (see Section 4.6). Due
to the reduced size of the corner panels, they will nor-
mally undergo less thermal moverment and can there-
fore tolerate greater joint width variation.

Fig. 3.3.40 Column covers with retums.

Fig. 3.3.41 Corer - returm molds.

SO - S

Typical flat mold
SRUNN R _— W ! 1stcast
A
ﬂ\\m

Single cast Mitered comer  2nd cast
Both add considerable form cost

scale, building-component corners, is critical to the
final perception of the architecture. The corners are fo-
cal points where wall planes and materials change or
continue, The corners outline and define the form of
the building and the corners are where the light falling
on the surfaces of the fagades transition dramatically.

3.3.8 Returns in Relation to Finishes

The precast concrete unit’s finish should be consid-
ered before its shape is finalized. Many finishes cannot

be achieved with equal visual quality on all faces of

the unit.
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The reasons encompass factors such as mixture pro-
portions, varnable depths (and pressures) of concrete,
and small differences in consolidation technigques, par-
ticularly in the case of intricate shapes with complex
flow of concrete. The affect of gravity during consolida-
tion forces the large aggregates to the bottom and the

Figure 3.3.40 displays some of the various shapes of
column covers that can be made with butt or mitered
joints, including {(a) two L-shaped units, {b) two L-
shaped units with miters, and (c) two U-shaped units.
There are, of course, many other combinations that
can be used to accommodate isclated columns, corner
columns, and columns in walls.

Sequential and monolithic corner (return) molds are
more costly than mitered molds (Fig. 3.3.41). A sepa-
rate corner panel often requires an additional mald.

The treatment of building corners, as well as smaller-
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smaller aggregates, sand, and cement content upward.

_Consequently, the down-face in the mold nearly always

will be more uniform and denser than the returns or

upper radius of curved panels. This usually should be
dealt with during the sample-approval process,

Consolidation of the concrete results in a more or less
uniform orientation of the aggregate, with the flat,
long portion horizontal to the bottom of the mold.
On returns and the upper radius of curved panels, the
sharp angular points of the aggregate will show upon
exposure. This can give returns greater than 12 in. (300
mm) a finished texture distinctly different from that of
the down-face (Fig. 3.3.42).



