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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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Table 3. Experimental results.

. /T Landy . . (T 3and
. KD70  (2pit) #KD2C (szit ) . KG72 (szit )

S | T - Time poured ...  Time poured T . Time poured
=1 No. - Life .Time po No. | Life per day | No. . Life |Time pot ed

3 97 | 1°76 54 91 ; 211 , 17 93 - 2°14

4 98 , 1°95 55 93 1476 18 85 1°82

F 5 106 . 1762 60 102 1493 19 L %2 1°56

; 6 133 2°03 61 105 ! 2°10 20 38 2°16

' 7 128 186 65 79 2°12 21 84 227

! 8 119, 1:52 66 74 1-84 . 22 85 1+98

| Average 113°5 ! 179 Average 90°67 ° 198 i Average, 79°5 199

: 13 103 2:03 80 97 214 27 77 1°83

4 - 106 ! 175 81 103 2°05 28 72 2401

D 15 124 1°76 86 90 2-08 29 88 1°54

16 . 114 1-80 87 75 - 227 30 71 1°73

17 138 | 176 92 100 2:00 31 92 224

18 130 ¢ 1+96 93 88 1°69 32 103 208

Average 119°17 1-84 Average | 9217 2°04 Average| 83°83 ! 191

9 101 1277 70 9 201 23 112 206

10 101 201 71 97 1°62 24 ! 79 180

M 19 128 1°73 97 112 2°04 33 140 1°62

B 20 . 153 1°88 98 108 206 34 129 1479

130 107 . 200 43 103 | 2419

. 131 137 § 205 44 107 2+06

. Average 120°75 1+85 Average 110°0 | 196 Average 111°67 1-92
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Table 1.

. ber and position of the ingot.

Relation between sand marks num-

Ingot ! l No. of the sand marks

Forgmg

Position 0'L :0°'5 10
mould | ratio  l~0 4 \~0°9 ~1° 9 >2°0
| (mm){(mm) (mm) ( mm)
. T ! 12°0 | 15*9 | 2740 | 1°17 ; 0*12
.. B 12°2 | 104 | 1+45 | 0*42 { 0-06
250kg” 1 |75 | 1104 0-91 | 0°23 ¢ 0°01
B | 7°3 |16°1|1°00 | 0°17 : 0°02
T 16 | 10°8 | 2-101-36 | 0°25
B 15 9:3 1221 | 0760 | 0° 19
T 12 9*0 , 1°39 | 1°33 | 027
[ B 11 9*5 | 1°30 | 064 | 017
150kg: g 8 | 17°9 | 1°79 | 0°21 | 0°06
B 8 12°0 | 0*67 | 020 | 0°04
T 7 |'11°3 | 0°96 | 0°67 | 0-07
B 6 12°6 { 0°83 | 0*35 | 0°03

'MMe1k;5a:wmgmmfmﬁﬁgﬁwfai

CRDVEETHD X T:.‘xfotb A5 150kg il'ﬁiﬁé’cmﬁﬁ’m_

SEER A RS S .

WRITF—BFEO M S EE U2 KR &t o
WEERZ LR+ 5 & Table 2 KWRFTZTELTHS.
FERE /N B A SR T VR B T ROEIC Ee~ TS /NS
WD EEIRIC S <, RN ERELEATS % M) T iEns
EXRECETLCGEL S H 5.

(2) EREIDIC X 5REnF%E

7Smm¢ DI 1 AKX 0mme FH 2 A 0
% 2mm & K%ﬂ%ﬁ,mmM¢ BLU 30mme F
CEHID LCHAEKETIA LA, W& Sommé
T O'5mm LA EDMTES <ML, BHesT

— 197 —



