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Fig. 2. Relation between degree of segregation
at the top central axis of bloom and
pefce’ntage solidified at charging.
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Effects of Heating Temperature on
the Growth of Cast Iron.
. Kingo Nagaoka.

%@ﬁAIﬁﬁ%% T EBE M & &

I &
gL ERBICRA SN TV HIEGHE 5 14 2 WV
W3, FOBH, FIRECI > TTERNTHD. T,
EE FOREE L T—2o0EERBORB RS, ROME
ST DR W L VW DS T
DMETIE, EERBOKEL LT, MPMEEZERD
B2 B 0 13 B B I CAT R DT BRI DV TR A7
P, BIERY T, MM LARRKRELTERILEDZ L
B S oA — X5 F 4 MR TOAEES Z ORIk 2 ER
FTHECEETH D LBD BT,
LR B K &
(l)ﬁ%ﬁxxvﬁﬁ AEARIEE mm, &
X 75 mmOIBRBIITONVTITV.  BRFTOHRA
BHOBOEXOE(LEF A TV O —F —iLLD

il

— 109 —



270 ’ ) # & & |/ ASE g 3 B

Chemical analysis of the specimens.

Table 1.
Chemical composition (%)
Specimen - Note
C Si Mn P S Cr Ni
J 363 | 2747 | 0°54 | 0°200| 0°024'| — — Pig iron
I 3-55 3-37 0°50 | 0°030| 0°014 | — — Cupola
M 3+35 1°62 045 | 0°310| 0°048 | — — ”
N 295 1443 0°25 0°140 | 0°059 —_ — Cupola, inoculated
S . 322 1-93 0°35 0280 0150 | 026 0°54 Ni-Cr Cast iron
L0 3-78 1°33 0°57 0291 | 0°091 — — Cupola
K 2-82 1°89 | 0°84 0044 | 0°031 — —_ crucible
H 333 1+08 0°30 0°140 | 0078 | — — Cupola, inoculated
P 3+61 1°25 | 0°36 0310 | 0-082 | 0-45 — - Cr cast iron
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Fig. 3. Length changes of cast irons’
during different heating cycle.-
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~ Table 2. Conditions of the growth test in

y-region.
Temperature °C Numbers, Timerequired.
of for heating
Difference | Range cycles mn
M

0 950°C Held — 100

50 950° =—2500° 9 109

100 950°—=850° 6 105

150 950°—=800° 4 100

200 950°=———750° 3 95
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Table 1. Comparison of mould dimension.

. Ingot Mould Thickness . .
Kind of s g ¥ Sectional
moulds we(l%k)lt W(eég)ht M/I Ratio Top Bottom shape Type of mould
(mm) (mm) -

: . ! . . . . Big-end-up
Thick 1°818 ‘ 2°192 138 1100 122*5 Square hot top
Thin Z 2-062 1°29 97+0 98°0 ” 4
S“tfl’l’“;; # 1+540 097 787 816 4 4

* M/I Ratio refers to the weight of moulds divided by the weight of steel in the mould itself.

Table 2. Comparison of mould consumption in various thickness mould.

. . Mould Kind of damage
ﬁlonudl d(;f‘ NIE::ES; of Mean life |consumption -
. (kg /t) Melt (%) | Cracking (%) | Crazing (%)
Thick 125 642 188 23 30 947
Thin 133 676 16*8 31 36 933
Super thin 11 493 1742 0 100 o
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