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PRECISION CASTING—A REVIEW
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1 Die Making

2 Wax Fatiern Injection 3, Clustering #hx

Patterns

T

6 Dewaxing

7 Burn-out

-

/0. Pouring by Inversion

9. Clamping the Mold
on the Furnace

& Melting

1. Cutting and  Firmishing

Fig. (. Steps in the production of Investment
castings (Lost wax process)
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Tablé 1. Life of dies®

. . Pattern production
Kinds of die ' times

“Low melting alloy
Cerro-tru.die l 10, 000
Zinc alloy
. Kirksite die - 100, 000
Soft steel die 100, 000
Alloy steel die - 250, 000~500, 000

Tool steel die B

VxR REAKARIT Y B XA OEYEIC: Table 2
Ol 3 EEE £33 Kirksite £OWEMESEHFEHIN
5. X4 QBRI AMAOERFIC LS.
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He < RR =N — v PETHICHILE THD 5.
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Table 2. Compositions of die materials®*

?Biipbisn"Cd

Sb; Melting Pt.

T

Cerrosafe | 40 [40 11°58°5 |

Lipowitz 50 :26*7/13*3| 10

Dee alloy [47°733+2/18°8 i0°3 ‘

Bi-Sn 58 I 42 ; 138°5°C
Bi-Sn-Pb | 40§ 20 | 40 | 100

Bi-Sn-Pb-Cd| 50.{ 25 {12°5|12°5: 68

|
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Table 3. Properties of typical cating waxes used in author’s company
Properties Flexural® Thermal ¥ o .4.0 . o iTemp. range of
- : strength expansion ESol;d:fsgxcx:\g Pt solidification Mush();)range
Names of waxes = (kg/cm?) (%) ' e (°C) | o
International @ . . . .
casting wax '42 4 07 60 85°5~-57 i 28°*5
D—44 i 48°2 0'5 |
H—0155 ™ 45*0 0°3 56°5 80~51 - 29
D—8210 653 08 |
Inlay wax green 386 0°55 56 70~53 ' 17
Inlay wax Blue " 457 , 0°75
Inlay wax Pink 22°2 I 0-82 56 71~53 ; 18

a) Wax made in U.S.A., b)

Wax made in England, ) Flexural strength test piece,

2xX20x60m/m, d) Thermal expansion from 20°C to softening point,

e) Estimated from the cooling curve.
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" Fig. 2. The expansion-contraction curve
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Fig. 3. Typical sieve analysis of back
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‘Table 6.

FE (R v 4 )
szy%f'

AR HSIRHIT -
100 g INd XD
17cc 4 Ay AP Ay

Mixing ratio of coating investment ®

636 &% & AL 4E 4 6 B
)
SSi(CgHaO)4+4H20=R—Sli—O—Sli-O—Sli—O—?i-R-I-S C:H;OH (R : C;H;0)
o
R—%i—R
R
ERTIRS 1B M7k HEHEE I FR A T I IE R =TV 0 75%).
L. L L/@CD%’-EG" & D ORSHEEE 2 WE i T 7K 7%}
55&@&?9 PH ZE{biz—RIC ML IT X > THT EFAT A = 18%
. BMEO =Ty V&~ ¢ Tk 1BEHNS, SIRD HEEE (1096 X & 7 — AYEPE)  -eveeeeriemeemeesons Scc
MgO DRI CJ:?)):.UfﬁbE(_;ﬁ[E]@'@ I%}':ﬁ;ly/—;-p ..................................... 20cc
xFN Y~ k40 2_’,(3:7}'11’73_—3‘—}]’/‘)5"“}‘29 z‘\‘\nyyju/fl/’\“z")(:‘/i‘Mg)
—EHEAE LDIZ DTHDT, ERADICRT AR ¥URID> ¥V~ 4+ 80lbs
2EOLDEEALNTS. 7 DHED Si0; ¥40% BBDY V=T Ak 20lbs e 1 1b
Thbh, ZOLD=FAY Y F ~ MOEEFR TS Bit~ 2% v 4 1/2 O
Table 4 }33E® Carbide and Carbon Chemicals AEY y bV Y= —vEy
Co. D=F A U i — bFik % DRESHDOETH 5. “BY (Table 5. Zfg) »eveerereereress 200ce
RITFRTDIZAY AR Ay FHOERTH 5. ‘Table s. Mlxmg ratio of ethyl silicate
Table 4. Grade of ethyl silicate and its binders®
polymers at Carbide and Carbon Chemicals Co. .
' Ortho | HClag | 900
Designa-| Ortho Ethyl Ethyl | ethyl e ]atedy Water
tion| ethyl silicate silicate isilicate | 0°5% 5% irit)
- silicate polymer 40 e ! ’ Spiri —
iy . j Water | ‘ |
Specific ; solution | 500cc ' 100ce ! 1,400cc
gravity 0*933~0°9380°920~0°950| 1°050~1-070 “CAT ' ! ' i
(20/20°C ) * Spirit i
Boiling Pt. <100°C | >90°C = 80°C s?‘lut’i,on 500cc i 100cc 400cc
range (> 5%) ' (>5%) (Not) B
(760mm Hg| <170°C | <210°C >110°C Spirit ; 2 *‘
°C) - | >27°99%) | (> 15%) (>59%) salgt,x,on ‘ 750c¢ i 7SCCi 750cc ; 675cq
Effective . i ! i
Si0, | <27°9% } <30% ' 38—429 -
% P Table 5 :,t:r-ﬂ‘)b/ yhr— }-zvf ﬂ —- DESH %
M idityi i -
écii‘cffétéé"i 0°05% l 0°20% | 0-10% RY - ANT=FAY VT~ L RP=F AT VY~ 140
HC) ! g t

g é@@ﬁ%@ﬁﬁ%ﬁ <, BET SiO: &7z heEm
DA EZETE LDV TT CNIHEEHTH 505
Z NHOERHEEE 2 b DAL A DS [
Table 6 F7~ Table7 (3= -5

FRAER A 2T v T4y A n

“Bn iS

added to solution
“A’" while stirring

" [Sodium silicate . ‘
. J AL O, Silica sand | 339% by weight Polyvinyl alcohol
Silica flour: . ; solution
extra fine | 40-mesh meta-sodium | (209 in water)
: silicate °
Sﬂlxt,‘,m 392°5g | - 98'sg 164cc | Solution
Scil‘ugxgn i 23%6g sog 235°5¢cc
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Table 7. Typical mixing ratio of back-up investment ? . ,

Sillca | silica | Silica . |Ammonium| MgO |

sand. | sand.| sand. |[Amount Aé:ﬁ::’? phosphate | /fused )!‘ Water

Lakg Albany Juniata primary \300mesh i
Alumina cement 80g 80¢g 80g 240 g 12°6g l 73cc
Investment 95% 5%
Ammonium phosphate 60 g 60 g 120 g 240 g 17°1¢g 6g 1 8%cc
Investment 91°29% 6°5% 2°3% :

* v FHOEAHERT.

(7)  MRHLU XK OVBESL (Dewaxing and Burn Out)

Ay RAT Ay PR RENSET L BRI
TOBFEIRYE LR Do TS 5. BIE LITid ROTA X H ¥k
MELNTUE. .

i BEFdr AFI L 55 R I EOBIT S
BREBRECED, BROWEC X W GHDr 7y 7 %4
U3 X 30D Y Lifip< . AEeEh 5 JhE24
HETH 3. FRARNOBIIABSBEIN, EEZS0
~90%Tdh%. TOHEBRSELFONLTS.

. ZBKUZ & b £EIBH U273 5% BHiT 100
CC DIKFHE P EELAXDYT 1~2 BHETRET T 5.

Hi. RN VBRI AHE ChiEn R, Rk
FROHDIZ E DD 5N IEEA Y 7 4 RTHERE LT
HUT 5H%KT, BH, GEOBIIEERSRS D5, HA
DI Bk

ive SEHY U & BEER % RERITAT 5 HE: BERROD B 801285
D kG, ZHES 3 EE 7 OhOBEEY » eIk
ETHCETHD. BRI A 7 & A4 7R EER
DB, ¥ AEWBEFEVGFEHRHIN TV S,

MEAERIE, vy 2 A =~ FODBES, IESEES100~200
°C /h, BEMENREE 650°C, X7 A=~ FDES, 1
BARHEE 100~200°C/h, REMFEE 1000°C, (R
1 2~6h, ZINEEHE 12~24h TH 5.

BERRIC R U T IOR OB HER Lz U 5 0.

i. KBTI ORFEIC X A IWEH RS 5 5 InRGE
B2/ 5. '

ii. SFAHOEBEEROMIER, HEA150R<CREE
2 HlY, REERIEIT & 2 DB 2053 5.

8 »’ =

4y <A Ay MEESORRICIZIERDIN X Hk
BHEDNTNE.

1. iR 7 — 7RI X 5 RgHEE: O HER,
A. W. Merrick MFET L7z 180° [ixiisk 5 BHEICE
FEREHELUTERRL, $AREO0 %2 T LTEOHEN
Lo Tro2yv L, SRE—FBFEEREPREZRT

HEATA. TOBE 15~30psi. DEKTMET ST &
H5. PED TIHLOWRITOBERIZ | ¥ OFROHEAR
BLOELS, 1l Eebrl®—AFOEARITS. TO
FTHET IR Eees VERIR OEHNEETH
5. WEfEEIX 6~20lbs D 4 DV L, BRI 10
~2053-D b DL

. BEBEIIFIC X % IBH.

iii. BElER7 —~ Z7IERLT 4 AT 4 v IR 7 — 2JFIZ
X B3 HE: BEOHTIR 1 v — r OEHRE 2501bs, 75
kw, BEEET 35 503 DBFEREIN T S.

v, ¥ ARERBBHTIC L A% chutxe LT
Al &, Mg 4&KUREEOBFECEANLNS-

@ &' A

HWROER, ARRCBR IO TR IE LITEARE
& LNRIEE SRV ROWMEBEAELITDON TN S.

i BEIEAE: CUERE © SR o AR
LN BEAETH DT, HEKAMOBESERIT{HER
INA.

. BRESEE: FlEY 7 4 20 BT o 288K
DF ~7A BT AR T Ay v F2EBX, ZOLIC
GRI% DRIRE L2 DEAT 3. COHKIIIBELLE
HAINTkYy, EHsHBSEHOMEE CER2THLITOD
WEHTHS. LOFERTLIEEENMEMDIENR
12 QIR %  DEMIE D < B T BB

iii. EDEEEE: AKHECERR IHEROE DR
i, ey b L, BEFEBREBICHEATS. COFEK
RBECEWEEDEWEM P DL 5 T & HER 5,
ER UV EEMTATERNIZ L ) Pdw. L ®Bh
T 29, BEER»EAREE ¥EIRT 5 HE»
EBENTWA. ZOFER INIEEIISEEFHEOBEEREDS
EBREDTHMEINTER LA TEHFMTEAINS.
FNHATROESICH U TEAROEOEELD { k&
BAEMORAL .

ive =y b~ A INTFRERPTCOENFERIE
DEEE © OHFEIC X NITBEMOA A L5 B.

v. Merrick K7 ~ ZiHic X 2 8AE: CHhidism
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OURZIR~RIED TH 5 -
*&KEKﬁG%@ﬁﬁmlmmC%nﬁﬁkéé%
HORKETEAINS. COREISFHROEE &4
SHMOME, $AHBERIRBOARE, BREGITEI2T
BMITA BN 5. BHROSFBICHEAT 3 10,
HAZOER I TE2IT Lo I D TH 5, M
K2 @H UISFRTIZZ OBEBBREIT C8EAr &, &
BT 799 7 L UEHMORERETEI LRSS, HE
KEOR»LE D &, EROSBETHEA LI L L,
ﬂwﬁ®ﬁﬁwﬁﬂbtﬂ%@ﬁWL§§k%h o

i PSR EE & EAYIEL & DBEBMR
EROSBRIZTEA LA v <=2 b X FEERORG
FEEREROSETEALIIESG LIV ARAL SR
BIZRDED TH 5. > THEMAET LB T A DL
BN sd, ZOBREIEEOMBITIOTES.
Table 8 [27 L 3 =v A45& 356 (7 %Si, 0°3%Mg)
IR 5 EERREMEET & SRR EE & DBBR 2R T FEERL
BEOHAIZIL DICERS 2 ZIF LT 5. Table 9iT
59 DIz SAE 4140 (0°409% C,0°95% Cr,0°85%Mn,
0°20% Mo) O@EITH %. SETWREE 1400, 1600, 1800°F

R DWTIRREITAN S DA DWW TH BN ERITRLT 5 BT 2 g
(10) Av—~<=xt R Hﬁ:&ﬁ”ﬁ nnO)b%#J‘ZH’“'EF T3, GRREOEENITAE AN, —BICS
H %A&K#mrm,%ﬂﬁ§®E@MEm&ﬁ% i
Table 8. Average mechani.cal- properties aluminum 356 as modified by mold temperature 2
: Room temperatare mold " 700°F mold temperature
Metal condition : 1
Tensile (psi) Elong (%) Rockwell ! Tensile(psi) ! ' Elong (%) | Rockwell
As-cast 24, 500 5 | 50F | 23,000 j 4 E 48F
356-T-4% 34,000 12 , 63F 31,000 | 7 63F
356-T-6 38, 750 5 ; 82F ' 26, 350 i 3 ‘ 82F
Notes * T-4 condition indicates as water quenched from 1000°F
T-6 indicates as-quenched and aged for 3 hours at 320°F.
Tabie 9. Data averages of tests on SAE 4140 steel to determine influence of mold
’ temperature on mechamcal properties 2
l Flask temperatures
l Roon temp 1400°F . 1600°F | 1800°F
i T e §lo <180, 280! Ta8 o
Metal condition ! g !QQ % © g §§ % 2 g S % 2 | S s % 1 (_).
'é’g;':g o g =S v | 8 sifo | Tle|® 2|2 ¢ !9
Ex(F S|E|Ex | H|S|2'Ex 2 S zlEx @ FlE
eZia P8ICE|a|gl8IfEal|g 8188 a T2
As cast a7l 3 s3iouzs) o3| laa aze]| 3 sal 124 ] 310 i3g
Dbl. Norm. ! 1202 3 31 120 | 2 32 C
Quenched 150 | — — 831 — | — 54 160 f— 1 — |55 — | —1|—1i54
Temp. 400°F 210, — — 53 ; 215 — | — i 52 :
Temp. 600 | 2000 2 — 50 Lo 210 7|28 |48 o
Temp. 700 | 250 4 22 47 ' 252 2 — 47 258 4.22 |47 !
Temp, 800 , 190, 2 — . 45 | . i 185 ! 8 | 24|44, i E
Temp. 900 195 ”‘ &6 .26 42 197 5 22 142 ' 195 o5t 2l142 191, 415 4z
Temp. 1000 , 180 3 — 38 ' P 170‘ 63037, ‘ i
Temp. 1100 . i 174 ¢ 10 32 35 . 169 9,33 35 169 8 32|35 164'f 933+ 35
Temp. 1200 i 120 | 16 1 39 25 \ ; ' [ 12511614525 | ;
Temp. 1250 135 1 14 © 40 29 13513140 29 P Tis0 ! 14§35 ' 20
Temp. 1400 , 11012342 20 . : 107 16,40 | 20° S T
Temp. 1450 s 118 119 40 33 ‘ ; 145 . 5% — | 36 :
Temp. 1525 1} - 134 , 10 - 25 T 135 12 H‘ — |25 I
L - i i £ i i o
* Double normalized at 1600° and 1700°F with still air quenchmg
1 Oil quenched from 1525°F.
. Tempered. at 1525°F for 2 hours, furnace cooled to 1400°F, then air cooled. °
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BB bbb, R, BEARPBREEWRCIS]
ERBERICREE SRR FE LIV EPED ENT
RV )
' thﬁdﬂﬁ%@&lﬁ%K&OTé%MTé

. J. Grant“’) 1% Massachusetts Institute of
Technology CRNT, 484D super alloy {21 T
7 DR EHEE & RO & ORRR TSR LTRO X 5
wWkER LTV 3. L, fEEREDS XTI 510250 T,

cupture life 13ZE UL BRT 5. Hiaid 1454°C THE

AU RBEE R T,  stress-rupture HREEIC X B
rupture life 5 50h THNIL, oM % TN T—%
WLUTHR ICEARES 1852°C k95 L&itkh,
rupture life % 500h (Tl B9 3 C L5k A.
b OFERI, EESEE SRR X0 T 2 O
BB EVIBAFTEN THELERRLTIAS.

i PR OFIREI W T

BESEROEEESEEC SN AR, BIEESC
L3z DREMEHOBHRIETSH 5. BRCX -2 T v F
DR 2 TR RS ITRO TS, BEOHWED R
IREEME AR ERINSG. ZOMEIBELTA,
FEZEE D William Jessop and Sons £t TfFh
NIEHBR S HTEORRESEE SN TN 5.

HARAE —E v w—X-BEOFEE = L b~~~ ZT]HER
£4:G34 (0°8%C, 1709 Mn, 0°59% Si, 129 Ni,
459 Co, 2094 Cr, 2°89 V, 2°09% Mo, - 1°29% Nb,
189 Fe) (O 700~850°C . 2RI 5 27 U — 7EREEKL IV
700~870°C i AU} B EEFHREEIC DT, SRS E O
EAELFDNI. e - rEADIE LD 3 EAE—E -
RO 5D XiChH LTRE RS ot fla,
750°C T3 3 300h T 77 v — BREF L ON PSR (40
X108 ¥R L) O ggo%ﬁ;e& :i:lO/o 22(,\ +22%,
(20) CTho1z.

. N. J. Grant'® %sggxs Vitallium (2D THE
UizdE i T 4ud, Vitallium ¢ 815°C (2t} % 100-h
Zr 1000-h 9 7' v ~RER SR A SHSED £19% K
¥ £28% DIX6Dx %Rk L. Grant ickihudch
5 OUEH OHEMILFMROERTH 5 L5bn T
B A
i P & SRS DB O H .

EE G & BIER D 2 N Fh OB DEL LS
BEIFELIINAORPR YA~V T v - FOBAT
HH. UL LBERSLUTHRZ LM SE?, 20%
Z OB TEHETHEAT 2 T 2124 { DBATREYT
h%-W%QQM%wﬁﬁﬁaﬁEm;ofﬁmwgg

b,%®ﬁmw%éEUt%ﬁ&w&5

—RCx ~ ey 7 v - i 800°C LIFTHAINE
%ﬁwﬁ&%ﬁ§#ﬁtﬁﬁ§m,wwcuimu5&
2V — FEREMIFICERE 25, B2 Y ~TEERND
BT AR —RICHEENEETS D, BROBERD
uevsbx<aama,caiogé@m;ﬁmmﬁ'
LT 3. R0 CRESE % — © v iR, 800°C LILED
BRe 2V - TREHTIEE 25 LT HICHERLTRS €
DR B FHET 5. £52 RAHP, KRR TR 4
?ﬁ&@ﬁ BA= R F =TI XY T AT
U~ FRSRSESEEI X O TEFES D

Table 10 iIFERBIE S8le HEDWEDH,
RSN RERBL Y T 7T v B R EREEEE
READIERIIEERS T SN TV 5D, S HEm
ZHLT, BiREEROTIRIIOENDI L, LERD 7
T v R TCIISEERIIEBES L 3B IREE DT
VNS,

A4 A(D Siegfried &OIPERNFEX -7

Table 10. Properties of Cast and Forged
Alloy S-816%1%)

"1, Chemical Composition

NDRC C Mn Si Cr Ni Co Mo W
76 0°4 0°6 073 20 20 45 3 4
Cb Fe
4 Bal(2)
2. Short time Tensnle Propertxes
Tensile Reduction
Treat- Temp. Elong. :
strength P of area
t °C ; (2
—men (°C) (psi) (% in 2in) (%)
(a) Cast alloy
(1) Room | 100,000 6°1 7°4
(1) 815 61,780 17°0 18°0
(2) Room 104, 400 10 15
(2) 815 70, 500 80 150
(3) Room 122,300 05 15
(3) 650 100, 500 3°5 10°5
(3) 815 71,062 35 14+0
(b) Forged alloy
(4) Room 175,000 39 45
(5) 650 120, 200 17 22
(5) 732 $8, 900 15 22
(5) 815 78, 260 12" 21
(5) 871 59,770 18 20
(8) 926 48, 180 14 17
Treatment

(1) As cast. (2) Aged 100h at 815°C. (3) that
1260°C, water-quenched; aged é6h at 760°C.
-(4) As rolled, (5) 1260°C, ih, water-quenched;
760°C, air-cooled.
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3. Stress-to-Rupture and Elongation Values.
(a) Cast alloy
]
‘: 10h 1C0h | 1000h
Treatment T °C T e T e )
reatmen emp (°C) Strees Elong in 2” Stress Elong in 2"; Stress |Elong. in 27
, P o(psy (%) (s) | (%) ¢ (psD) - (%)
) 650 72,000 } — 58, 000 — 46,000 —
1) 732 54,000 | — 40, 000 16 29, 000 —
2) 815 35,500 i 15 28,500 3 22,000 {
) 871 24, 500 | 19 18, 000 17 13, 000 1
(1) 926 18,000 | 7 14,800 .6 12, 000* 2%
(1) 982 14,000 ] 16 10, 500 10 8, 000 6
Treatment o ‘ : .
(1) As cast (2) 1260°C, 1h, water-quenched; aged 16~50h, 732~815°C * Estimated
(b) Forged, heat-treated alloy LT 5.
Stress to rupture in time IPEAREY ’Di»@'ﬁ%&’fﬁ L2 Lo, REgs s —
Hours indicated (psi) _ vy T U KR ﬁm?@snfﬁ}miofﬁmﬁn
o] © [¢]
650°C | 732°C | 815°C HBoOAY ARy FEY AT 4 v 2 CE U A S
100 ‘ 63,000 41,580 g 25,588 PALETLIE, BHERTE AL DEFRPEF LT
1,000 51,000 32, 500 19,4 - ) o
10, 000 40, 000 ' 25,500 14, 500 %. IgSks 22— € v OMRBO R LITED T, BEHEE
10@:000* 31,500 19,700 10, 900 X—¥yrZrv—- FRETETELAHENE L OILES
* Extrapolated ThH55-
Table 11. Blades of C tional Analysi (D) 47&X}j7$%%ﬁﬁﬁ®#&%g
able 11. ades of Conventiona nalysis - e ‘ e e 3 .
Tested under Thermal Shock!® Ay <2 b Ay PRREGREROTERINR, AN
| Caet %ﬁﬁ:‘,@@%ﬁ, S OBRIREFKE I E2TED, B
* . i . . . - e .~
Element | rorged® | Forged o gioflite 31 —@mT R EOTESTVS. 90 T
S 816 nimonic 80 ( % 40)
oo s ] oo EOFEFFEAC DN T i« D7 —~ R DV TEHTITR
'4 ‘ - =% P N > ) A e 2
%i | 20 75 l 10 HEfTbhidz oy, Ui L—RITAv A AV b
e 7 2z SO ERHIREIR KIT O~ BT E BA T I
0 : 1
MO 4 _ ‘ . g];gjeé? ....................................... :tO"Oozin/in
va 2 — : 7 BRI v e emsnesmeeee vt +0°005in /in
Ti _— 25 ! — TEDIEFFEEID oo eeeeeeaiiee e, +0°001in/in
Al — 1°0 — "
| HLOFEREED /4 BF, WS 1/27 DM
* Prior to testing these blades were heated BEEET) eeeeeeereeneeneeenseniin +0°003in/in
to 1230°C for 15 mn. and quenched in oil. FEREDETREFD e vevrerereresie s 4+0°5°
v F@Z.OL\-(%;‘%{QQQ%% Eﬁ’%ﬁo -, 'ﬁt%ﬂﬁéi Table ié@’/fﬁ? ........................................ 5~20pu
11 1Z573 3L S816 ¥ Nimonic 80 I38EEd, Fig. 4 WRTORILFEE ehicAEsEHE RO E
Stellite 31 (%40) B AV =AF Ay FEERTH 5. O LD X BRT. .
&5 | OFE B MEERE 900°C,  fiZdESRH 90 %, B A v RA R Ay bEEGFERIT EROR D R /sT
lﬁ:”ﬁ:‘i 10 5, 7kiEAN (R7°v ), 70 ESSE UisRERI: HEEZET L 5L, BRI ﬁ @Eﬂc’y% 5T &

Ery vy r2ELR. £20RBRBER RN
H"C\"“'{! L, SCOE&ER Lizisitiy S8i6 3o 7 v 2%
ER, M2E3 27 v 2 2E LI, §FiEStellite 31
3$8E Nimonic 80 12k LT 2 ¥ v 2 3B TH D1
T 5 OS5 Siegfried £13, FEADEERL
Yy~ T ZFENEVIPUIHPEHTH L &

DI, BREEOBEE2ZE LR
{HET 3 WS
(12) A¥v<=tA¥t ;{““‘ﬁﬁm@{ﬁﬁg
CETR LTINS A v =2 R 2 v SRR E R
BRICHKEITRNT £ — SRS SRR IR
HINAXLGEERZST .. —lRlczxg-vv 7~ F

RS LT

gy 7 V- F

=
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—100% y

| -
s t
i [ 94 % *;I
%- f—— 83 % —+]
30} " - 59%
25t
201
/5F
/0t - 1 ¢ -
Sr i
| |

minus 008 .004 0 C.004
Fig. 4.

008 plus
Tolerance deviation spread for
ferrous casting®

@’"ﬁfgtﬁa@mﬁ USSR IR B e b, A 28D
super alloy (25E < TEMEIBEHREETDH b, B i3sEo

Wt s 3 D H 2D CH %%la@aiﬁz%ﬁ“’ HEETH
3. -

BEgA <=0t /bmﬁﬁﬁﬂm — R ge AR
ﬁ&bfé%mﬁﬁgnaiomaﬁt.cw%éﬁ%

FIRE & 73 5 DI, TEkOBBER AP BE R S5
»EDHIE LT2L 5T, SFEITREY LT
kD b Db T ETHS. ﬁt’)fﬁf g A & 9T
BEITREET A EEE L. BROEE= 2 F 28]
T AW HEEEVEIRET SV, Chids
OEETHETH D, BEHFEC L 23R 2 -Ho3ET
B EMHRS. HEEORBIC I 2TS, LDX5EH
ETE DT DG S NS RBTAA ETNTRFSIERES
BTh3

Some parts produced by
- investment-.castng..

A v RA R A MR %%ﬁmn@ﬁﬁdt‘@f . &
FEOIT08EF] % Photo. 2 WoRY. Av

. Photo! 2.

"*ﬁ%@emnpi M=
( S -/b""])s

7~ KOMIT,
STHESER S

51‘/.3/%13;“:(
(A F 4 —-F 4 v

A, EREhL -,

XAk Ry

PA PP ARy Ry rve 7Y FAEE)
A= AL (DA, YT E— Ty », ERE)S
ALV AN,z D VEE (TF =
v &, L BER, A7y~ r&),
T 4 ~ FAvYRF=), RF Vv URAF ~ L7 ¢
Ty~ AT HER I UD TV B . SR
ZUAPIATHIEE, BERASSSHISHMTY LDH

t7>4[ 7.'—;

YRy PTTAR

ﬁ'::mfﬂﬁ INT5.

im®k3%@%20ﬁ§7an®é®mﬂéﬁﬁ
Be BRI T 3, WEORARIZHISK S 12717 8 s thE %
AL, HERNTORSST b0, LERAOSH L D Higy
HATHES—ZIOBBE LTS “%{’F@@ZOJ&L‘ &

cEirE A rRROBRESSM L2

HI. >TE—n K%
(Shell Molding Process)

(1) == FEOREHRSE 19

v T VT -V PRI, 882 RABRH, F A v A Johan-
nes Croning k2T FHEBI NI LN EEET >
3. LOHELE “C” FuerrE y N T35,
CNIHBEDERILF 22724 ODTH 5.
IZEEDFEEIT E DT, 8cm FIMOHTR2E/EL, H
6000 7 DEEERRTI LIz EEDbN TV E. FA YBURF
IZEEDFE 2T LT 20, Bty 2 v~ F
BrRBETA2EB sz s AAIID SN, Ty b
vESRERMIC PB-83891 & LTHEEEINIZ. T
DFHETEEY 2 BROIOE /s WE D,
tion Agency, Technical, U.S. Dept. of Commerce
WX oTHFHFEINI F.I. AL T. Final Report No.
1168, May 30, 1947 Td b, “The ‘C’ Process of
Making Mold and Cores” tEEINTW 3. Lo L
PEDHEDSKEICRWTIA L IEH I NIZ U 720131951
FLUETHDOT, RIZOLTHLEDELEXET HICEY
f;l,\

FOENCRNTIZ, 1952482, 3 OTHCHRNTI D
FHEOWER, BELED 6, FETIZEZ { OLTEH L
DOFEPEHE UTEERZTTo2TN5.

(2) ==~V FEOHE

Y E~N RS, ZOEDORTINL, B3
V A~ P AOBOROSHFENT, BEREALTEHEHZ 2L

Crbning

Field Informa-

BHETH 5. SFHMRHIIAE O & BECED T

%P5, 100 JHZE 200 * v = DEFLWE2ERT 5. W
Wi SIEIT LD THES SN B, BIETIIES 7 =/
— AU BERS AT SRR I b
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PLA4IE B/ 6 T

BIETHST, &zt IR PEHBCKBEE LT

HiREIN T 3. '

. . EREYE s =y A
| LI T < b NEYE
i parting line {TX2>CT%S
, Hah, A—FEEDA2zL
|

|

o

05

_— Zv -t Lit, BiE, #HE
1 rEswEmazns. h
BoRE -7~ b (Pat-
N | N . p tern plate) EHFA TN
' B, NHe v U~ LTI
EBRINIcy = V2 EEHT
% X 3 72 Ok v v (Lifting
k& : pin) Bl 2kDv =A%

Fig. 5. Blade for TR D EEEY

shot blast (Alignment pin) 25& b
Vent /Pﬂﬂf”’i cup
{2
C%D | O FRattern-proper
/ h Gate
I -
[ Runner
O] e
— r Ligting pin
c_| i |
c@oVomdl| -
Alignment pin ¥
M\' (. ‘/L"‘ |
T i I, I I — l |
S S - 4
: H 1 Ht
It < 1L
& el = <5 T

=

Heat-résisting steel spring
' Fig. 6. Pattern plate for shell Molding

A
Ly -

Rav=S ]“

1 Heating Futlern Plate 2. Appfication of Partrg 3 Clamping Pattern 4. Inversion
in the Oven Agent to Hot Palfen Plate  Plate to Domp Box  of Dump Box

"(éyQ']_iégs._

€ Curing Freshly
" Formed Shell

7 Stripping Cored
Stell Fran Fattern Piate

S, Excess Sam/
falls Down

9. Molds Backed Up
ard Poured

Fig. 7. Steps in the shell molding process

23N s. Fig. 5 BX Figé v 2o v 7 7R
Ve FEZN2DLBIDHDANA=v T~ FBRT.-

VO VIER 5 HE 8% WHIKEAIN, BHLS
Fr - R EDTHHREING. COBL Y VRS
—IEPEITISTET A X D 1w REd wetting agent H5FER
I 5. wetting agent & LTid¥ = v 3EHEA
wHhs.

VO VIBEWIIEEL v 7 HE v 2~ (Dump box)
LI N BRI 500~700mm DFAROFED T AN
BNG. v x AOEREUTES, BEAOEBRI: Fig 7
R TH . KRITHERIEHREBL2MA L D. COK
mbmb@f<?5nwmﬁg7us%4ﬁa%ﬁmo
WTERBBLIZEDTH 5. ‘

Fg AR - T - bid, RMEITEDC 200°C 5
ZE280°C TR I N B . DB/~ x~v Vv - FER
BrHF—ZEEICMBEN S T EHBESE L. &~V
Fv— FOBREIR VY v OFEFIC X DEMITA 5 LNBE
D5 BD5, VEEHE L MBYWRREK I OTEER = b
w5 L EHHEskS.

I NIz —v U~ MTE, ¥ ArOHERE
B3 % 72IC parting agent B IND. HEHME
BINdHEdv Va~vdD 2~4% =< AT ayv kR
FUAFVIREDTRMSITIZHETHS. THIERBS
LW BRI R 2 R T

KICARE =y =M XY TH v 7 ARESIT 50
Z. Byv 7Ry 2 ADEMN7 v FizkBo ¥y v FIT
THI, Ridy U =-v 75— BER UTHRT 3.

Ev 7Ry 27 AREET S E VI VvBEGWYH K —-v
FU— F ERETFLTZOERERED &, WHFILRER
nrveviz—BEREEL, BELHICBELEEDS. 715
WEL Y 78y 27 ARBAMRAICET 5 &, KEOWIIE
PRy THy 7 ADEETFTL, ~F~v7v— FOH
IIIFRBM LDy = L BHET 5. NF2-v T
v— FRES L, # 300~380°C DIFFT30
~BORINERT B &, ¥ 2 ARERRTELLT
HBRIREKEBRET S COBER2Y=7
y v (Curing) &g BELLIIy =
WRBYTTavrEY R ThHETSC LT
Iy BB ~x—v7Vr—F L HEIN
.9 75 v 2y DFA=RXalt Fig. 6
TR TH 5.

o THER O BTy = MSEHE O X5

(mold half) 22 $HIITH5H, FHE30
‘~60kg/cm? OFHNEHE L, ERSHOM
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Photo. 3. Shell mold and its product.
(steel casting)

HETHRRCERLTE ), XEIEBD THE»LTHS.
YKRASBRELET 5.

2 MOy =z A 3ER ¥ v WL DO TERICHS Toh
3. vz AREBTIHER, GMIUSRZ Yy
B HEE. EAPEDENBNBELLNTVEDY, B
SR HERSIRBIROEZR 2RV 3 HETH 5.

PEBRLNLEFROBBHLED < = 7 7 4 +HlEHEE,

EHE LTEHSIN TV S,
FNTT otz = A E~ 2V Fid, SREOEAY — 2T
AN, HB2E 3mm BEDAT Ly =2y W
TRy 27 97 L, BRERA v 77 » 718 LILERT
BB PHEANT 5.
SBRISEDUN & BHRLED A 2V B EAT S E, v =
AMFIER BT THRA, v = AIREEE LT 51 ORI
KB, TAS =V AGEOMEEED X 2 A REALL
BaR, vz rRARSZOREHEDITVS. WWTFAOD
A, SMRAESICRITILS 5, WK LOTE
RO TR TH 5.

38 ¥~ 7Fvr~—t

I NVE~V FENRZE -7V~ kid 200°C J5ZE300
°C WRWTHMOMEELTFESET 5 L EVBETDH
5. S EHINIHMEHIFHE Al ERTH 5.
$gkiz Al ATt UTEEEN AT, BEEEEFI
B L, BT ROEREL L BWESTH D
Pt UTHERTIIEESE UM X D TERET LB %
NHFRA L. EM L IREE L BFEE %A L 10,000 [H]
DR LTI ERCI>TEROIEBEREIC L
iU, Al SIS H LTEVERS /NS {, B
L9, 4000 ME =R 3 &i3HETH 55,
MTHERIEITELETH ), BERISGHRIDIOLE
BT 5. i :
NRE =y T U~ FREEZHELIEEEINTCES

10~18mm DAZAF UV~ b&, ZOEIEDDITE
NI EREED * Z A DA K - v A&k (Pattern Proper)
ROEE, EARSFTHESD 5RO T . TR
5139 NTIEREIC B oRE 2 it o s, b
@mfyi—ﬁwbév;mQME®ﬁEtE%-
o= 2y RIS R T PR 2 RAAA TEIE DT &
h 1~2°5% KA {8YeL, BUIEPLT25E LT
AEATV~ b EICEZEI N, X4FHOY S5 (mold
halves) %R 3D ERING. &< OHAFig,
6 I5RT X 5D DB "(Sprue) xf LT & - v
AR B AR E DU AHENSE LNTE. T35
TNE—HOD~NF ~v 7v — P TERINFED =
N2 AL EITEDT, | = FIZ2 7DD
DEERHD & UTHER 180° Hig LI ME THER
N3. RIEDANE -~y T U~ rRWDLOBLORENCS
# LT Oy = A 2ARERL, dETeh%
FOTEY O/NADY 2 V2B 5HE D 5.

RE - AR, BEINICY 2 L OHBERESIT
T2 I DIEYS S EHAE RO A NENDH B COHSA

BB OB B~ EESERIC L DT 1/200~1/300 1T

TARCLELEEETH AL, BEPELIVEICR 1° &
EDXA XA P2 BHM I ‘
v 2 ME - FEEROTEREIR AR - vV~
DOEMEIC I D CREMICERIND» 5, £ ORfFIL
Hisk 12 UHERIITIR X b, FHEPRNECEED S
T EDKEITH . Hke vy OBRT L D OFEERD
»5H5, BFETIY Fig. 6 WRTEXATDLOHRLE
SO LNTWVE. AANAFNRFY v ZIITHEERT D
{bns. )

(4) FE#¥

i B EEREMED 100 J5F 200 Ay =203
O % {FEET %. Table 12 K& Table 13 IZZEHED
Y AT~ FREEBRYA -~ R TV TES A VED
DALERS SRR TOPIE =T

vz A® v FEHEBORNESHRCBELTE, <D
Zeedih 5. BESHIEY c AT~ FOMBEES L
REOTVv v OWMERRELRT 5. MBOHFER, vy
L OREAFRHEL, v A OHMESE LLETFIR
3. —RER & LTIREBOIW RN ESHE O
WD, YrAEA- FITESREINTOS AT
SEETit S-screen distribution sand H3HERINT
VB, BEE ERNCEES ORETE E REIRETH 5.

2 vy FREEOWOSIR, 7V F a7 - gHNER

OB LTE— VI vESE T, v A DBEIRFEL
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“Table 12. Chemical analysis of some shell-

moiding sands (%)

T u ‘ u
Si0z| Fe;04A1,0s| CaO| MgO | Zr0, Log-
A-1|99-3al 024 |osa| —| — | — lo-zs
A-2|97'84; 0*16.] 1*10 | 0°34| 0*17 — Q'28
B 99°18! 006 | 0°34 tr tr — 021
C | 98712 0°67 | 0°74 | tr | o022 0°15,
Zircon*| 35+364| ‘0*15 | 009 —_— — 61°9110°20
sand L l L I

* Produced in Australia

Table 13. Grain distribution of shell molding
sands in Table 12 (% Retention)

= mesh No-
TN 48 | 65| 100 | 150 | 200 | 270 | Pan
Sands ,
A-1 — | 0°2 | 176 | 38-4] 36°4| 19°0| 4-4
A-2 — | 0°2 [ 22°0| 61°8| 13°0] 2°8 0°2
B 04 | 20 | 232} 52°2| 16°8| 44| 1°0
C — | 52 | 28+4| 36°2| 16°4] 11°2] 2°6
Zircon sand| — — 38| e4°2| 31°4] 0°6] —
160
140}
> o=
g /20 Glass Sand
I (70~100 mesh) o =" °
X
~ /00f
= [ o
>
S ok
X _2
. -
-, 60 -~
R ol
R 20} i
) e ~—Silica Sand
w e ( 70~ 100 mesh)
20- )
[ 2
07 23 435 678639 01 121341506

Resin Cont.en{ (%)
Fig. 8. Flexural strength of shells at varying
resin contents 207

{KThs. Fig. 8 A—EOVvYvEaDOESE H
EDBEMEI TN LIS LWNEDOY 7 ARRTER L
v x ADBEORE Y RT- LOF 7 ARRITIZIFER

BYSERIETH D, BB THE»SERBEL2AE LTS,
EHEIIIZERREA»Z 7YY FOL S, 79V F

ISR TR R RE R T BB R TAA SEEHR LigL .
Photo. 4, 5 &{* 6 ICEEHER L XEOHBO—IK
N~ R PFITETVaVYY FRRT. I=avd
¥ FOFRA ZrSiOs THDT, 7 ¥ v FUuREE
B RREZH LXEBORN 2 E0EE LBV EEER2H
LTx D, BRI AL NIz = A E — v FiEdlH

Japanese Photo. 5.
angular silica sand

X 50 (2/5contracted)

American
round silica sand
x 50 (2/5contracted)

'?&5.smvzyﬁwfmi3
%DV Y vEES (BEITLT
EEWOBEED 6% D vy v
SEICHEYT S) T, HRPIC
6% vy RES LIIEE &
hK &gy = AV OHEERR
4.

i i R

£

Photo: 6;'.Au's'£rrali; Ph lic Resi
zircon sand x50 (2/5 (Phenolic Resin) '
contracted) T2 AE - FORESHE &

LTit, BETEHL2AT-YD7x/ -7 x4
FAFe Frooy (novolac) iR INTUVE. v v
INAT ~P vy (resole) WM TEANE%2%C
LEORICAR@E TH B0 HEFH I s

-7z 7~ AU v MR B LR TH O T,
#9 100°C Lot RNTESR G255 C L, —EBEIL
THELRBE{LR I UHS. BE 10% LTFO~%v 2
FUYT ET s v HBEUBERME LTHREME T 5.
~FF AFUYT RT3V RARSRERILLLT, Lo
EEEICIOTr Y vy DWEEICARRIERETS.

S aNE—A FPECEEINTI VY v IIER 200 £ »
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ThHFhic@ s INTHOBEEICINETS. vy viR
SWHBME LN NE ~ v T U= NCHET S &, B
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HOPRELEIZ LD B, b TR &R OB
ROTHBELRASHKRINS. Fig. 9 R8s 5
vy OWH Z{bOF RPEEMICER L 124 OTH
3. FAvABRUS Y OBENRERR L, vovida
BT solid H> 5 plastic DRREZTE DT viscosity. %
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AE - FIGERES TH 5. T OHEORAR IR
(S 2 - Y REIC DT HELT & 10 135 &
— ./Z}I:y‘v_l}zm v v (D viscosity %’{UC&&@""@&T
LT3, BRFHESN B0 MEMREDSE {2 51T
NT vy v ORE, BEEEEIAEs%. Fig 11 i%
Fv—- b d oEE%’EO)E/ v ‘//EA%#MEL%& &
%K#Aﬁ*%bf@<&%%bewé ﬁ%@t—
zidvy */i»vsfé%témﬂ_.ﬁ%—r Ly 2WT VAL HR
QS EIDEIA X ZHEER R D B%Abli%ﬂﬂ &T
L, MEiEBdiRE & Mtﬁd\_tsrh“é o

¥ IV D ihﬁwﬁﬁ&v/v®%ﬁ&,fmmm
e BENR, ZOSAUREITSD 5. Table 14 REE

/1}1/’5’—

. TFig.

TROIBEGIEVEESERRE Y = v £ — 4 FREBRGR
HEREE (1954) 12k o. —RICEHEDHI vy
2y 2 A DIREEHE S L 5 THB. Lo LIEIEE DK
B ULy TIEERE by = AdS& —» 7 v~ b L Dpeel
back %3 LX°91 . peel back triﬁ:ﬁﬂsylzvﬁ;
FisERc < & —v 7" v~ FEX D ERICHITE S 234
CTHOT, FEIEERE LHET 3.

AR T4 L OEEE VY v I NESICS S naf@En ok
Hhd DTN B, MEE Ok SIER THe LTI R
Td 5. FIAIEKEICRWTIZ Lo vRAISO = 2 Rt
14°3[/kg™ ToH 55, HEVY > 2EETUEL 6%
v v AT 30~33M/kg 2B, Ldvd Loy
D= A rFOMEEIZREE %L@%ﬁ&é’hé‘ HITIENN .

iti. vova-Fy I»*b“*/ F (Resin-coated sand)

LYy a~Ty FYY FERBHOED) 25T

2y ORIECYAE Lizy = L% — b bFﬁ(Dw‘Ca‘bO’C -
BRLY Y PEAETICEDEE Y = A DM ERNCAER S

RONEE L Y DEERONEEE2RT. BRBR N5 LYy = -T» F¥y FESRERRN T TSR
Table 14. Properties of some shell molding resins
Pr ofiil; Grain ; - [Maximum| Fl exural **
?| Moisture;  Ash retention Softening| Melting | Flow at Gel timé jmoisture strength
(%) on point point . 125°C absorp- of sh%ll
) (%) (%) 150mesh | (°C) °C)H- (mm) - | (sec) tion (kg/cmz)
Resins* sieve ) 7 (%)
A 0-07 . 0°04 1-0 . 75—78 91—95 . .29°3 . 6370 2°43 412
‘B 049 026 1*4 83—85 92—97 . 315 723 4°17 40°5
C 0°33 005 123 " 88—91 99—103 29°8 50°1 - 1°39 ©34°5
D 1°67 . 219 | 10°5 92—93 108—112 24°3 61°9 3°07, 18°0
E 0°02 023 22 90—93 | 103—105 32°3 56°5 2°53 42°0
- F 081 1°04 05 90—91 105=108 30°3 883 4+90 315
* A,B,C: Japanese Resins, D,E,F: U.S.A. Resins
*k B sand in.Tab. 13 was used. Resin content; -5% of sand.
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