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Fig. 1. Sulphur print of slab section from
C-10-C ingots by various track times.
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Table 1. Time of solidification and adequate
track time regarding to the size of ingot
mould used in Chiba.

Kind of moulds

E iCloc C10CR1L'S

i —

Adequate track time

Decided in Chiba mn 120'~150'  70'~80'
l
Nelson’s formula mn 196 | 121
R. J. Sarijant’ sformula mn 130 65
,,,,, S e
Bacon s 7 mn 148 | 66
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Table 1. Weight and size of molds."

Wall thickness

" Weight | Length

Type | (m.rn)
(t) (mm) Upper Bottom
KD70 6,200 | 2,300 : 124 ! 165
#KD2C 5,740 | 2,300 103 1. 161
KG27 | 6,59 2,235 130 - 175 | 161 - 925

Table 2. Percentage of melting charge.

Mark Foundry Foundry lDuctile Char-| Steel
pig A pig B | pig coal pig| scrap
. F 95 — - = 5
‘D ! — 40 50 - — 10
M — 1 B50r 80 — 40 5 or 1C
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