ICS 25.020
J 3

e N RS 3L I E 5K b e

GB/T 56711—1998

7 ) S &

Foundry terminology

1998-07-31 %% 1999-07-01 X 58

ExXRi BB AR E)R £



GB/T 56711—1998

B ES wvevernesreneansrsnneuneenetesensantuneneesanstane e senens oue nteten ros sue ne nen sesene e ben ses seneus e aen nen ausnevan
BEZERIE sreetereressaresrenneteetntantotents et sst st sre e eaa s ste ten aenenees des eassas ave hen aarsbabe bee nes aensnnans
L T T T P L LR P R P R T Ao
L R R IR YT ¥4
- 59
- 67
M A(’fo?ﬁB’JBﬁ‘?) 711%?3[

iﬁﬂ*ﬂs{

WA
Rl S -
%#F&tﬁ
HirmE--

WO 00 ~ & U &= W N =

Do = s H

37

80
95



GB/T 5611—1998

Hij &

AARAEREXT GB 5611 —85(¢ ¥ & W AR E I EIT .
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Foundry terminology

% GB 561185

1 EH

AERET HERAME FESE . FELINFEERESHTEBELRENE L.
AARHEE F T R E AR R BOR SUF l  Bopt 590 5 DA ROSCIRB RS

2 EFERE

2.1 i casting,founding,foundry
BHEER FEFE HERERBAFE BEERBAF —EBR RIMEREREHE
BZN: RN W R

2.2 WA E sand casting process

B R R

2.3 &FigEiE  special casting process
EDAHEERFAMRbEE L., mEREs . REFE . WELEE . SRAKE . EFE.K
E#HRE B OHE EEFES.

2.4 % casting
BEMEREAFL BEEBINRA —EBR RIMEENEREHRFTHER.

2.5 BIEHM rough casting
R — TR A F G SRS E S, — RS H R ER.

2.6 BAEIZM sand casting
ARREERETNSEN. R RS ETFRETMEFTHNRIERE B OFG BRE
H%E.

2.7 EH#%HMH pilot casting
AERXBANEFRWERAFHNOBHF. AUREFESE BELIANLIRERESTE
K.

2.8 #%A5%1 as-cast casting
FBES ORI EDMEREE O, REFE VI TAEELEN#H.

2.9 #A[A] mold
AR &8 SR M AR AL, BB F G R 2R AN MRE D REWASEE. B
BADRE RN, DELRFRNARRS . PERFHFR A FEHBRE”,

2.10 %3 1TF casting process,foundry technology

WHFERXERMARMIRETFENERMTE. BEEEMEHE E2 . HE. . €RE
B BSEMBEEE R F.
2.11 %MK foundry materials

ERFERSEAREREE1998-07-31 #t#& 1999- 07- 01 3¢ 4

1
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2.12

2.13

2.14

2.15

2.16

2. 17

2.18

2.19

2.20

2. 21

2.22

2.23

3 HBEESERESL. RE
Pt o SR A AR IR

3.1
311

3.1.2

3.1.3

3.1.4

31:5

P 56 568 A2 77 0 JE AR SR

i T. 28 consumable materials

TE 55 38 A 7= WA R DR L T8 R L 45 3 7R GO A5 o R v F T A0 TR RE T A ) R A W AL
B &R AR

#5145 foundry equipment,foundry facilities

e A 7 o T ) 5 PR TR 35 4 B R

#% 1. caster,founder,foundry worker
MR A P TN B B A TAA
#i TAE#  foundryman
TETL) B | 245 P
#iE % E  foundry

e = 4 ety ) SR
T found
He P R
BT g ‘
WE?ﬁn-" i i A o . 3 X
ffffi

i) A T E AR R 8 TN

AT NSS4 2 A 7 HR B PINEH I A B i TR AR

A ) 505 A AR [FRL 2 (8 R HD

Rl — O s — UK

R v i <z R NN T A i ‘ g % FE N T M
BB A PRI R

HEE i

e v <2 e P ik IR e . TN BE L A B EBE B
B

iS4 cast alloy
BATE Sy vEae, AT A B0 &4,

&4 % eutectic alloy system

ZET Tl T BUR L A2V TR o Y 1 A e o S 1 i o O e o e o PO A T e

&4 eutectic alloy

Ab S i AT R A R 2 AR A R R AR AR & &

Wik &4 hypoeutectic alloy

Ve BT AR T R B A B B ) A AR O BRI S R S 8.
o35 &4 hypereutectic alloy

Ve BT B T R S BE I A AR AR RS T SRR R G &
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3.1.6 3FtEhH]  eutectic cell

3.1

37

3.1

3.1.

o P

3.1

3.1

31

3.1

3.1

3.1

3.1.

31

31

3.1

5

1

12

13

14

15

16

17

18

19

20

21

S 5 R G A S 5 T I B e O BUAE -5 R AR S A A OB Ao A . B B B kP i SR IR iR -
A5 R - AR S i

LB eutectic temperature

St 5 2R BB TE TR R o e o Aot A B [ O R oA o e A i

3L 5 %48  eutectic reaction,eutectic transformation

FE M A A S B4 1Y G < W v 00 3 e it R B8 I [ B 5 o 1S 7 b P e LA B AR B o AR
S AR W PR A SR EEE B RO T & SR BB R LT A R RS R,

FEFHZE eutectic structure

H 3 s 5 AR TR Y A 5 PI‘EQH,A

AL s p<s T4k ’ : REJEAEA BB A A

F A 7 2% TN B NG 22 H7° 5 T ] R R 4 F015H BE Y R
T & A B P P g 16 B B A [m] — Ak An &R B
PR A K ik R EEAH 1S 6\
ik carbide
k5 —Fh i 2 M &8 TR
TE L [E] B AL 54
BRI cementite
BRI B OB 5 1 A 0 [ R H1 R AR AT Y FeoC BUBRILY . 70 h — IR B kiR O
FEHAT ) L IR B A ON BB IR A 4O F SRS ik OV R Pt . —IREBRIE S R
FRAAR 20 i Ay S i 2 00 A 3 TR, R B kAR 5 K R A 2 S AT L U R BROEIE
WAL I G E  carbide forming element

R s A 5 S IE I & TR

g5k separated test bar of casting

1 B ] ok A B B AR o e T i o B B e 0 5 R TE B 1 R ] A Y 2 R DR T
FF 0 G A 30 b 22 B4 L B A U 1 2 B S .

&I Bk AR < ik B R R AR Y [ 7 R B
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31

3.1
3.1

3.1.
3.1.
3.1.
3.1.

3.1

3.1
3.1
3.1
31

3.1

3.1

31

22

23

24

25

26

27

28

29

30

31

32

33

34

35

36

MégikE  test lug
EEEG L VB U ARG G ER R, MTREEE A TREEFHILERS &4
MR SRS,
AR test specimen from casting itself
oA % 1 AR B L 2 AR AR VE R, R S (0 A ML E B AL DT B i
g #  superheating
& RS E B GEBLBHRBE.
¥ supercooling,undercooling
BRIERIGERABTHEYEE ASBRHAKBEUTOIRAREEENAR ., X —FHF
R EFERE, L PHRSHE R, AR ERESHERMM. '
¥ constitutional supercooling
SEREASED, 5 TERALRMEREERATITETBAHAPERS GRS, SBORHREEL
TSI R ERTA .
F%E degree of undercooling
RS RTHERS THHERE S THRAERENEME.
B S [Ac #1285 ] Ac transformation temperature
8- G SR B ST E PR A AR IR BE . 0P SR T P AE A S, IR R, BT A
MEEBBRK . S MBARE S EE ST : Acy BRI RKEHEEFHREBE A, B
RAEMSKRERLTHENLRBHERE; Ac. FRAILTBBIALSTRBR N RICEMERE,
BHIHEB E[Ar #i &S]  Ar transformation temperature
K-S EESHERANRHNWMEERE . B HHEE ﬁﬁ??ﬁ*ﬂ@: FORHEFRY, HE
MEEDRR FRIHETANYEREXN : An BRAREHFEEEEFHEBE; Ars BR
BERAATF AT AT Sk RIRB I ; Are RR BIRKTF 0447 C AT B AR R

ZE 8 crystallization
WA EREEN R T BRSO E LB RRNIR. SRIBESHBEMEKEANG
B R BIMAR e 2 A R E AR Uk
[ ] nucleation
HRERBBFERBEHLE, RERMVBENBR . E—EdBET, i TREMKERK, i
WSS R T — YR F B SRR BB MR R TTAY E SR A, 2% R B R b st
R H B B gB S — R, X R F A BB LS.
HWMEZIB A ¥ ] homogeneous nucleation
BRI EL R T E RN R,
W FEHEEZIIEE XA ]  heterogeneous nucleation
DL R &R YRR B SO B R BUR R A S S R A R BB R .
M NMEA  dynamic nucleation
TEREE S B, RS B B v i IR S BV S A 38 T e (R T e A
Kwdi¥t% big bang nucleation
AR B — RIER SRR RS &R 5% BURE AL BT A LA 34/ S R B B
MEURE R 3% 3 2 S0 A0 T RIA B AL . 2 58 1 & R M #BE /e, 30 /N S A sl G AR
[TE RGN T
FE#%7 nucleant
MAZRAPRENGEEZ KBREEVEZ ARESBEERPRETCEHEEREE S
A BB R SR
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3.1.37

3.1.38

3.1.39

3.1.40

31.41

3.1.42

3.1.43

3.1.44

3.1.45

JE#% % nucleation rate _

—EXRET BNERERRPEDHTENRZE. ERRESSRNEZES.

H ¥ growth .

SR M, B KX AEHTRE.

K4 K  endogenous growth

BEAEEREBRR  EFEWTFWBEARNECEERARY T . EHEWERBTHEE
K.
shHEH K exogenous growth .

HAEEEEHEARP, GEARHCERWE - MAERMBRENERH TR, FEE KBS
K EHRBRTIMNEEK,

FEAEH4 K coupled growth

AR EEERN, HAZENE ERERMERAE, RERFEEK FERTHERTER
HEEEWEELE.

INEHE B ALK faceted growth

ERFREL FEFEFERFE LENAREERT. FEORSENESE, EKEEE,
AR MR X R EE AR E . HRNZRERIEME AS.>2R(R AEMHEHN
¥0.

FE/NFEAHA K nonfaceted growth

ERFREE RTFEMEAT EREPNSEERKRTR. ESHAED, RARNEKESR
2 S S AR T ) R R TR 1] . HBR N R NI AS.<2R(R ARHEEHO . REHE
BéEMERBIEDNFEREEK,

AR AEIAE] growth interface of crystal,interface

pa kA KE, R m LR AERER. ERFREL, BEBESE LS. 5EFE R X
R, A TPERE QOS> 2RMEBAE S, <CRFE. FERAE LEFAZED, EKE
B iR E LEFHER, EKEER,

WS (£&)J®) gas absorption(metal)

BRESBAESSRBRN/ G5 G E.

3.2 %W

321

3.2.2

3.2.3

3.2.4

3.2.5

3.2.6

B8 cast steel
EREBIBRIAREHBEENHTEFFENRESSVER. S HFERRIELES W
PR,

N  carbon cast steel

UBAEESELRFTHIERMOTENER. RETRETKT S VERMN . FHRRME
B

HEESEM alloy cast steel
HRBEETMRNHEETESBERLIHERREENEN  ZEECRTEI IHESEL
HFH. K HEM. PGS SHEN.

BKE&E&%% low alloy cast steel

SETREREESBO DT sSHHHEN.

HEEEAHBM micro-alloying cast steel,trace alloying cast steel

USTRFAMRD VB EMA .., VBIRKNE. &, TAKRNS, TAKRHBAIR LI TRSER
ERUTENEN. XESSUTRERPHERE—BRAET 0.10%.

BB ferritic cast steel
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3.2.1

3.2.8

3:2.9

3.2.10

3.2.11

3.2.12

3.2.13

3.2.14

3. 2. 15

3.2.16

FARH LU B R A N . L TE R R AT o 55 0 40 3R AT A 5 P R 4
WAk 4$540 austenitic cast steel
HAR R N WK P . £ 45 B QAT Pt B A B R A TR 0 3 4 oo Bl A AT T R 6 4
AEER  stainless steel
BARBMPIRA R EEFRBERN &SN, GFRREREN KEREAHN. SRER
WM UL E R AN
31362{2 P8  non-magnetic cast steel
,,\W%EEWE}’MEW’&EPK?‘E@&%%%W HATHERRABRINEF EB%. TERSH

*ﬁiﬁ]‘&%ffﬂ
£1 54K »
Jy OB 5 B0

i ~0. 5%, ZiE M Ab g, —
R4 ik A A1 B TE S BT

3.2.17 $5EAEBEE  cast steel T

HA R N5 PR RE i T 546 i T
3.3 %%
3.3.1 #%%k cast iron

.32

3.3.3

6

R T o 28 7 08 00 2 7 0 PR B A Gt R A2 4 o R T
e it UL I R 08 ok R B A SR PR AR [ s Ak b i

&8k synthetic cast iron

T2 FH v A5 B A AP B (60 %5 ~ 80 Y6 A9 20 Y ~ 40 % [RL P RE) 22 J8K N 0 5 15 B IR B Bk » I
A 45 B AR R B A 1 G Bl 8 B S R A K Bk . A AR DL A B L B EUE B XS 5T, B 1 8
BB/ HGVBE B 2 ST

H 858 eutectic cast iron
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3-3.4

3.3.5

336

3.3.7

3.3.8

3.3.9

3.3.18

3.3.11

3.3.12

3.3.13

3.3.14

3.3.15

3.3.16

3.3.17

3.3.18

3.3.19

el (RIS S.=D M #H8.
W3 54458k hypoeutectic cast iron
B 24 /N T 3R A R S B SRR B SE AR BE S <1 I8k
3L %% hypereutectic cast iron

Bk 24 BT 35 AR 2 B SR B3R B S > 1 B
KB 544k ] flake graphite cast iron,gray cast iron
EBEU AR A BB AN %S o 2 K6,
BRAEEER [ BREE]  ductile iron,nodulgr.g

phite iron,spheroidal graphite cast iron

R Bl 4 0 S BRI A B T EROR

INGR =B 8. A RE R

B PR AN K . T EEE S IR
iR TR b 2 [ AR 9 Bk 1A Y

T vEREm | o AR BT Y 650~
A A BRI

Fi A B A BRG]

H 1 # S GIN 1R - BRI ol L 2R FIEk Ok gl B 11 2 RGCRIF A

KA Hh gy m
FEO B QIUAMNG
BT 11 S R T 6 5 B, YR o1 o P A0 SR K B RR A 7 AR 8 2, R

TR AT B R A i 3
R ] B e Bk
DR Bk R S T B TR
e vl 4458  pearlitic malleable cast iron

FAR RN BOGARR B O TR .

FRABT 58  spheroidal graphite malleable cast iron

122 LA A F TR 4 5 ER AR 5 Bk 2 (], 0 BR AN A0 3 A0 e et [RGB KT 753 i BoA BRI A AR ]
LB, HESAL A AL, A 84008 KRB B H) 8, B YERE L T 7T B 5 8k
T2 VERE SR AR A Y, H R A A7 AR REAEARSE L L.

WE ARG R BEER, B# 4 R4k ] vermicular graphite cast iron,compacted graphite cast iron
SAHA R P ARIE S B HUIR W 58k

[ 11454k white cast iron

eable cast iron
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3.3.20

3.3.21

3.3.22

3.3.23

3.3.24

3.3.25

3.3.26

3.3.27

3.3.28

3.3.29

3.3.30

333

3.3.32

3.3.33

3.3.34

3.3.35

BB BRACYIE R T FS BN 204,

BEK 1484 mottled cast iron

BRI BB BRALIE T i, 4 LA B A &S, B0 2K @AHEE .

Bk  austenitic cast iron

FEEHLUH B IR e . BoA T B W BRYE | T MK B vk L T R HE AT SR BEME S5 16

MK &%4% bainitic cast iron

EEFEH I REMBAFR TESFNR H FEE TR ERS TS, wrlad it
MRS

NERMAEBRBHE  bainitic ductile cast iron,austferritic ductile cast iron

S RESETEEFS KA AT ML B RBHEE N NI REHYRBEL. TN
ENRAERBERM T NRARBHEEFE NRERBHEK S T ERBEHESM L KM
PN EE SRR ERER 80X, 2—MEREMPERE RIFSE &,

LB THERB S austempered ductile iron, ADI

ZBRPCERGH T RAEBRBHEHR R TIRBEE,

MERMAE D042 bainitic white cast iron "

LW VE KGR R E O ek,

ElR454L  acicular cast iron

FHLORER.H 2FRB/EBEI N N RERES . nE AT RS RIKREHAR, g
AR T B 1L TE s

A% E  martensitic cast iron

EEFEAGREMENER. BTFERNE BARGAR  ERWENEG. TANED

T RERBHHEATHARAREBEMONEHLREBOFERFATERS.

e E BB ferritic cast iron

ERERIBSHERENFE. DRRBERBER BCRETRERS.

BB B  pearlitic cast iron

HEERKIS AHGE N FS HLER SRR PR SEEMNS B & ﬁ)‘%ﬁx&ﬁk
JERHE SR, WH B8 8%, BENREBERS.

RIS,  sorbitic cast iron

AR ERREERAFS.

GE&%4%  alloy cast iron

HHLTER ASTEERSHNETRRTERHMEETE B AR 1 ¥ sk R e pk 1t
BER K

KEE&B%, low alloy cast iron

BREg EES, Kt B TR A BURESEO /M 3UHI&HE.

&8k chromium cast iron

UBAERETREMNER., SRBIRERLMMEAEITE, ISR ERE N
BRRA T B T AT A, SARERE . FRBEM BB,

B4 4%4%  high chromium cast iron

FHREB(RBSPOXT 12908 0% B4R R G0 K B B #RiGHd: , 1i 1 100C
TR, #ARNESS DB REK (Cr24 %6 ~36 )M ABRITBEH & (Cr12%~30%)H
K&,

SFE44E  high silicon cast iron

EHAESHO14 %~ 18 KK TH B
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3.3.36

3.3.37

3.3.38

3.3.39

PS4k  medium silicon cast iron

EHREASBOSU~TUHTHEER, HAFNEEEMPBE R, 850C U T RE &M
B EHRBEREEER SO, RIFE, BT L4k AL . PREBRIE R R, FREE 46
BRAKR, GBR, AL NTHBEEEFER. WAL E Cr.Mo Ni W1 #HERE.
B854  high phosphorus cast iron

EB R HO0.35%6~0. 65 N KFEEE . BEEHFKPUBSLREREE, EWMERRI 1,
EREEER, FHEKAARFNHEE. 2V EERRERNSESREERE. SE5H
BHAEE Cu.Ti.Cr.Mo BT E, UH— 1 H S £ ERE R B YRR .

ks aluminum cast iron

FROREDEO4 N~ 26 N TR RS P HPEFER (TR A~TVOMEAFE(TE 18%~
26O R AL NKRAEGNA S, EFABRETAREME, FERHAFY ALO,; ££
P, BT B LGRS E AL,

w5844  high aluminum cast iron

FHRORBENPOIBS ~26 NN NFEE. BERBEEKREETH I EHE. SBRERTR

o BARE 950 CUU T A, B RBEHE ST KEAFE 1 000 CLA TR EN R P M . B FK s,

3.3.40

3.3.41
3.3.42
3.3.43
3.3.44
3.3.45

3.3.46

3.3.47

3.3.48

3.3.49

3.3.50

LR AR TR 48 30K, Bl 1L PR E B ALO, Jeils , RN P58 IR FESEH R S A,
8k nickel cast iron

UBRNEBEEETENESR. HP . SR 8% ~22%.4 1. 5% ~4. 5% B 3. 5%~5. 5 % A 4%
5 7 55 4k (nicrosilaD M1 & 48 14 %6 .41 6 L BRI 4k (Ni-resist) iy B [CIR T i T $ i 4k &
RILUMRBEFER AR RO RME, §8R 3.3%6~6.5% 8 2205 9% K HIE 5% 2 (Ni-
hard) BB RAESEH O %4,

%% boron cast iron

= (R $00. 0396~0. 08% , HAPH F MBI SR R I it BE K558 .

R % high grade cast iron

TR RER S 1 B B A B R

BB E#% high duty cast iron,high strength cast iron

BA R e aE e 56 4% , JLALIRE >300 MPa,

T8 engineering cast iron

RE—EFHEAR B, BFEZRTATNHNEMHER,

HePhiEek  special cast iron

RA PR F K a0 20 o i T S L T /R, o 5 25 8k .

PiEE#EE abrasion resistant cast iron

HREWIBRERERMEER. KHNRBEFEATENNHE. ReenoHxk. 58
F A DL iR BRERSE .

KrE s ek [ B8] chilled cast iron

A¥AH T EEHE XANRETRRTELSHOFE.

i BE 4548k wear resisting cast iron

AEBHRMEYE. FTERETBREMASETREFETERAMB RN ZEASN —EHE
HIREALAE .

M #éFsk heat resisting cast iron
AESRGER, KA A S A KERF S HEAERYHFEK. mEFE SRER . BHE.
HREFE.

ik #%8k corrosion resistant cast iron
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3.3.51

3.3.52

3.3.53

3.3.54

3.3.55

3.3.56

3.3.57

3.3.58

3.3.59

3.3.60

3.3.61

3.3.62

3.3.83

3.3.64

3.3.65

REMR L2 | B AL T S k. I i Sk L S B B A IR RS

i f% 54k  acid resisting cast iron

AR YTRRMERE R F Rk . 0 i RE T R 75 2K

M Meehanite cast iron

FEH A\ Meehan T 1922 48 63 /Y FI 45 42 75 500 &b A A fik 12t S 00 77 3K 759 040 oo ol B W . 5 8t
oA G AL GEIE TR0 (H B (it B 8628 . W AL (it BB 95 9 268) . C AU (it i % 6% . S
R CRRAR B RJ0) TR AL, R P2 AL 40 1 T4

ZFEH ¥ inoculated cast iron
PR 22 E AL S RS W 3 i
Bk E  total carbon
B8 AL B Bk T i gl
%24 H  carbon e
B 52 h e B PR

2R R, Ry

(CEYBT . N XK CE=C+(Si+
P)/8,

itk 24 A

F T o B BN
fljv{lmgil % @*E?)%A%T““W
2

e f) R
A

L Yk

bt KNG\ B 436 41
1 8 £

e 1 NN

] ‘“f” et o515 B A
SSRIVEELPIRIN < - -

FRa Rl r&] TV,

TR 558 T Y A1 B 0F 25 NGE 5 NG I 2 AN 2 e ) R AME I B N R R A KA ST
PRIEARAR . 3 OB BRI
BRORAAG A[FRA ] nodular grapl 0
P AR AL B )E R0 A RTE A BRI A '“%%ﬂ?ﬁﬁﬁﬁ/ BUTEY R N T B /s A
2R A AR KRR ] temper gra 1ph|1L annealing carbon

R ER R O I 2 S R K RSB AR T R A RIS . F R R K
JF 5 41 A A BRCIR A 20K 2R L HUIR A S R LR A,

A2 41 % quasi-spheroidal temper graphite

ARSI EEAARTE R AVE RN, AR R AR . 5 R BRI G AR E R A
WA, REPARAT DR,

PEHUIR A AR, B® 44 ] compacted graphite ,vermicular graphite

R A TEOIR A AR R AR Z B A BB, 7E06 BB TOE, MR KR H
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3.3.66

3.3.67

3.3.68

3.3.69

3.3.70

3.3.7

3.3.72

3.3.73

3.3.74

3.3.75

3.3.76

1377

3.3.78

3.3.79

3.3.80

3.3.81

FE A /I S W AN B 1 s 30 T i 1 o 2, AR OGO 5 TR T s AE T L R R, AR 3L 5
143 A A o 4 A s o0 DB e ) T 2 R AR

FFHEAR A exploded graphite

— PR SHEIRA SR, BB RS T SRR BIR A A, i TTE R SR A SRR H st
SN AR EARRFEERAR EERRBRRA B ERMBE T, IR A S5 8 Rk O E A
A3 g 2 TER A B8 Y /N R L IR 25 7 — & , B BRAR A AR R

¥4 A  primary graphite
COWS ek b, 76 30 & 5 B8 AT 9
% A48  undercooled graphi

ML (B KMERTE OB T O E A S,

5 E% eutectic g

ORI 34 N ¥ 51 TT 7 AR A AT Y A

ﬂﬁ%ﬁiﬁ'}%ﬁi

iy g
; B Fhy 0 2 A TR A

YeE: (SEY QN
N §20~750C ;&R
¥ — B A ALE

K=4Si[1—5/

AR FLE 0. 81~0. 98 AFRAK

E%ﬁﬁhﬂﬁoﬁ@%-j02k440ﬁﬁﬁﬁ.”a
FHA% f7 254kt & hindered graphi
Bk PR T R A 5 LD SRR BRI T 45 & ) BELAS A 2R i (R 7 A R AL P SEBR G A
1 ok WA E RS LSS TR . W Mn.S.Mo.Cr.V.H.N Te.Se.Sb 4%,

A7 graphitizer

TN BR W DA o5 55 B A Ak o 1o o 5 4k 5 1 ok 2 DA A SR 5T M 9 P

A BRI B[ BRIEALFE ] nodularizing treatment of graphite

AR I N BR Ak 0] A A 4 R BRAR A AL 3R 7 N o A

BR1{LFE  percent of spheroidization

FEJCK 100 £ #9562 BB B A A8 A 8o A A8 SR a3

A ABRBRE BERAE%L] number of nodular graphites
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3.3.82
3.3.83

3.3.84

3.3.85

3.3.86

3.3.87
3.3.88
3.3.89

3.3.90

3.3.91

K 100 FHEF BRENT P RBFREMAREFrEXERARKA RN,
¥4k nodulizer,nodulizing alloy,spheroidal agent,spheroidizer

R AE S A B A G SR BT N A e o A AR R

4 magcoke,impregnated coke

ARREREERIIERYZREMB RN SSEER. HIERNSERBERARLN,

BA BRI in-mold nodularization

FEFR N R BT ERACAL B T 7 08 W FE TS TE R 4 P IR A BCE BR AL A S =, 80K
TERCY E MR IR AL e BN R B R R AR = IR AR R B AR L H P A 4 R ER AL R
WA FORLEE . IR IRVER O BRAL T B ol e RIL R E .

FBREMEER  sealed spheroidizing treatment ladle

EHRAEHEENGKE S, B EENASE, RO B RE BRI, 8]
WERGE 70%~80%) ,HTFZ,MAK, BERKRL.

FIITE interference element

REBHEKPTHABRMA, FORHENHETR.4H=2K. (OERE @AW 5,5
BEMITE RN HERERLTE  ORBARTE GG S0 .80 0%  FRREFHERE
BN, MR PR TEE, R ERAE T ENS SN RE R QOEARGE. &
), WA HFAERLTRMG AW (R a 2R EHER.

ARELOHEALAE] vermiculation of graphite

BRI BRALT , (8 0 2R 4% 5 LR U b 38y iR I A2

B4k#H vermicular agent

R E R R A 2R A B B R R BURTIT I\ W A A S .

&1L &  percent of vermiculation

FRESP JERABREEER S LA R ELAREROME ST,

B4k ik purification of cast iron

EHRER PR KR TR IR . AT RE B E B-2 B Rk R
idre

=/ wedge test-piece

REFEKISENOHE N =AM AR., BPKRERBES BRI E.

3.4 HEALEE

3.4.1

3.4.2

3.4.3

3.4.4

3.4.5

3.4.6
12

BEFBSE2[%EIEEESE] nonferrous cast alloy

BTERANRENEETR MEEANFETRARAFENFES S, AF . HEDSE . HHE
Fes . HEEeE . HEgee BEMRS S FEEBEFRESSE,

#EE4E54€  cast aluminum alloy

UEARENFESE. BAEBEE/D KBRE. AFENBFER, SEEHETFSHA. EESH
RERAAHRASBER . REANBERENRYE &,

EREHESES4 high strength cast aluminum alloy

AR R AL E AR TiZe V. .B S ETE, SLHLRE =300 MPa BB EE.
ErEES54 aluminum-silicon alloy

BN FESSTENESE. SRBENT RYMAITRREE SHE RYULAYIERES
& EHBERHASRSS

HEEHEESSE  eutectic alummum silicon alloy

B (2 12. 6 SO S & . BEAS b EE oAl ARMIL G AR .

W R ESE hypoeutectic aluminum-silicon alloy
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3.4.7

3.4.8

3.4.9

3.4.10

341N

3.4.12

3.4.13

3.4.14

3.4.15

3.4.16

3.4.17

3.4.18

3.4.19

3.4.20

3.4.21

3.4.22

3.4.23

3.4.24

SHBRTHERSNEREGE. BEARNERK o Al FHAILRAEM.

LS4  hypereutectic aluminum-silicon alloy

EHEBRXTHARSIVEREE. BEARNEE Al M. WERMMIEREME. SHE
Z16 MM REHSSRAMRMAREEMHEY, A THERKERIVIEE.

Y14 fE  primary silicon phase

I REEE S EEENAT R AEM.

7 eutectic silicon phase

BESSBEAN SEE Al HRANEZ SHEE KT SN

gReE4S 4 aluminum-magnesium alloy

UERNFESGETENEEE. BREBFHEESYPO3K~10%.

&4 aluminum-copper alloy

UHANEESETENETE. BEFERESPO4X~11%.,

e s gluminum-zine alloy

USRI FESETENESE. FERPERES, ﬁi%ﬂ‘] B IR AL A L (R 2
Ll o4 aluminum-lithium alloy

FENERE.BRIEFERSE. RESHHEL, B8 0 RENVEER L& &M R HRR
g1y,

a4 S 4& cast copper alloy

AR FEESE. THFERFMERAAKRE.

B ®4 cast brass
UBAEESESTENFER S ARTRENMAES CERNR A REARS, MARE
TRERMHRIEH, MABERFRAERF.

FEH 4 silicon brass

BHE>0.X, SHEINNRAESE. ARFNAIEHE. ERTOA . ERANKEHF
& (B e B RS H R

BB E4S high strength brass

.8 &K BAICELENEHA  RARBMREMRmE. SHAREE N HIMBHE. £
AT HEmmnERR. S AmER MELFHF.

H4 bronze

FREFSEE  AZEEERT . AFUSINEETR S &.

F 4 tin bronze

BN FESETERNBEREE.

48%4d aluminum bronze

UBEIFESETRNFERESE. —BREH 8.5%~10.5%,

%54 lead bronze

ERBEEEMEMA 104 ~24%Pb IEERE L.

HHH silicon bronze

EHENO.5X~4Y, EHB<BUNFEEFGE. NEHBLEFRSE.
FEEFBSE&[%BFH] cast copper-chromium alloy

EHRBRESPOR O 4N~ 20WEEF G, AEEMER . EEEGETR. BAREN
SR VEE BN AE, RFH RSN S S,

mEMHB# &4 high damping copper alloy

RERK IR SNRE R, RAOVRRHMBRAER AR S . WU EEGEHEE I FEE EHEMA

13
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3.4.25

3.4.26

3.4. 27

3.4.28

3.4.29

3.4.30

3.4.31

3.4.32

3.4.33

3.4.34

3.4.35

3.4. 36

3.4.37

3.4.38

3.4.39

11

BBV B BEEeTR.

WEE ML FH #5385 4 & 45 cast copper alloy for propeller

JH T 5 1 A 0P MR 4 B 196 R T 2 P R R T b K o i S B v R B B L SRR R
T R EE THSE :

WS4 cast magnesium alloy

PABE MR &4, EBERTETEEN.

Wi EE 54 cast zinc alloy

UBRNER TR BATESELENFEEGE. P WEHES S MR G &M, BA
KA i) $5 3 PERE . 27 VR RE AN L

¥ 5 &4 fusible alloy
1 B Bk B
R & LE 5 4

s i 5 Al R G N0 AN FOEIR & SR R 4
L { e
— PR L A ] \‘L. & . RV VAN =R R ARG
sz O ‘ o =R
KE &
PLEK A A R A R
it ¢f)
#HEERERSE  cast superalloy
i it e O C LA |, ] 7K 227 & Ll il [ e ETIE SIEke [FOR% [FRE e A (e LN
TR TR s
PR 5 1
&3 ST AN
%,
S TIRG

T 5 i 28 06 ~35% R A EK L
HJ‘FA/\E? : . SRt Lacy AN iol iR

B B 15 TR N N
Ll‘%ﬁr}ﬂﬂ%li\m%' s VNG &+ 7 =700 & O E B RV
BHAE A A T IR T it TR i 1L o HA MR P E ARG RS
PR RE  (HIBAE R DI 1 N . EEAEFE S T AR SN =i St
PRILFE IR B 4 iron-base Cemggperallo

AR RO R H i m iR G & SRR =202, BHAFH T 8585 8L F
Bk, HRICER N VBV IR 600~800C . BA— Y = il 50 AT
AL ORI v RE . EE AR S M .
E# &4 diecast alloy
F T D S5 0 6 A . AT A UGB VG 00 BB 0% 0 BB 918 LA, WA 36 AR A /8 5 4
T, THNEHASSHRGE A B8 WMESNRmE G E%.
%455 &4 aluminium diecast alloy
AFEFEHENES S FENRHRGE. R AV EE, SERAmYNEE 7,
JE4¥5%E 4 magnesium diecast alloy
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3.4.40

3.4.41

3.4.42

3.5 JEHHEAARE

351

HF A= EHEFNESE.
K% 451 &4 copper diecast alloy
T A IR i & .
JE#%E 64 zine diecast alloy
ATAETE#HTFWEGE. §53.5%~4.5%.
PEY . zine equivalent
2 T0 B E B R A RO A B < A A A R TS AR A S 2T R & '
GRCEIDECR g2t GO 51 WA W
Pruh = (Z
A¥: In— G HE;
Cu

.+ ZE; o n) X 100%

n:

4 smeltigh
38 o A E g A
FI B 8 B RS

(i L 1 B A A 38

RS

R A |

Yo Ak WGP Hidit ] total ,

s Jr ot A Al i S AL L 2R 56 R IR T A R PO BURE L BB R & WA )R
2, |OC

R %ﬂxzmg loss

& e R Y, B 54

TCRBEM

G &S ':’* A4 0 BolRET
JLERMI g \

ER A GIIBUR A, |
¥t bath
P HE 398 P ST NN
5 flux
e et R, B DAB st FR 1A
SOE7/ 051

A5 degassing flux
FA LA DA o < i 1 4 TP BR 25 A

#3555 covering flux :

o FEHE U TE R OS2 2 5 B TR E R AT &R 1E A fa iR (2 s & )
A o

Bl charge

BNFRIRGT AR SR

)@Y #  metallic charge

5K I 5 AR G P . 06 RGP & R

i) &4 BEE 4] master alloy
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3.5.14

3.5.15

3.5.16

3.5.17

3.5.18
3.5.19

3.5.20

3.5.21

3.5.22

3.5.23
3.5.24
3.5.25
3.5.26
3.5.27

3.5.28

3.5.29

16

ATETHEEETRMERGEMMER TR MARES EMSERH SN EE. ELER

MAFEMTTEEREFAMEREES SN MECRELRE. PESERTHERE, L8
A SELTHER, UEF AN ST RE; KRR A SR TR, UL FEE S
IR BRE.

|4} foundry returns

AEEEHEL FE O, @Fﬁ%ﬁﬁ%%@%?i%%%ﬁﬁﬂﬂ

KEREL scrap

EA PR EIHS R R, BFEERJER. SRUVIB.RERBH . EFHSE. —RUFEHE
BeRELAE,

Pl BBkl ] charge calculation

HER FHEALER S BRIEFOBA R R E S R PR, HT R B AT
Bl ] slag

BB & EAERIE R =Y. PEREEERNY Y, B & RBES MR &R
WHITER .

Ui sludge

B LA <R O Y D T TR T B T A P A SR

i#{#& cinder,dross,scum
FEEULBRER/IBEERBRANFZEHNNEREETNBE.

WAEE  basic slag

FHEMEAETREY SN EAE S’ IBERT 1 (g EEHEL B P 5EMR
H R R,

EREE  acid slag

“HABMEAE S EESEASMELES R IRE/NT 1 IBH . EEFETRPEIER
TR R,

#E# slag forming

BB A, w4 oA W] R R AR B AR — 2 B R R IS i A B
Y. BRSSO T B AR AN 6 4 5 R AT R OB A AR AL, B RR &R W P bk
FHHHRE.

H#E  deslagging

NI B g HE P R B A

H#& 1 slag hole,slag notch

BHEP L EENALO.

P4 furnace lining

¥ F MR K ATRLE

WY ¥ basic lining

FB BB TR KB 8 o) RSB 4P R A4 A

BRYE 4T acid lining

FBRAETR JOBT L) B B 4P R AP 4

iflﬁj(*ﬂ}:t fireclay

A=ANRERRE N, H AR T 1520CH =K1 RE ALO; &8,/ HEE KM L5 &
SRR KRG L

P (PETE® ] index of basicity

BB AR PR SREE NI ER SR,
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3.5.30

3.5.31

3.5.32

3.5.33

3.5.34

3.5.35

3.5.36

3.5.37

3.5.38

3.5.39

3.5.40

3.5.41

3.5.42

3.5.43

3.5.44

3.5.45

3.5.46

#MP patching

A AT EE R TR KA S AP A B TR 43 A R A

Pt (4t F ] furnace campaign

Frop e I 4R 68 A BV BIR R RS B P9, SR TP I B T

F4 blowing in,power on

BHRBREWTFGS . Bl RPFHEER, B FHEERE,

PP NSM  furnace atmosphere

IR SR HR 5 BB R SR B R B SRR T A R B SRR RS
HHESA

PR 4 flue gas analysis

XHE R HE S SR B B A& BT 0. R UAIE S ARSI MR RO

B#H|K4  controlled atmosphere

FE R R B BB Y LA R A E R A R A BRSSP HERARMEIRS
o BEE N LEREN . R EH KFFRIRIPIIR.

YPHI4HT  on-the-spot sample analysis

HER S SEHRE, S SR K EER A HTHRES UL AR ASE
WHI B -

H4 O tap hole

v 7Y G ) =R B Rach: O R (N

H4EE tapping temperature

ERBABHRIPFRARCHYEE. HEEPEENESSSEREAR. . BEFUMNEE.
FHERXD EREERSHEENE. . EFRERR BERESEE,

HM remelting

TR EFRE .

HZH#EIEME consumable electrode vacuum arc refining

KIr B MRS S REMERER, EESBINP NHTERAHEETR.

B &4 4  injection metallurgy

FSKFUORBRE SRS X & B THERN L Z A E G F RNV &4, BmILEE
PuR ;- :

KB4  zone melting

) F 2 S 7E B 75 RS B K o 0 0 A8 B 22 31 {3098 DX AR R BH A — St 18] 55 — 3R A% 3l K Z
HEFBIARL A —6, AR A G R 2 FHE SR SR

BZIE M levitation melting,suspension melting

FEERBABUGTESY TZ. B FATHRBASATE, ST 28 15 R REF
.
HZ54% %  vacuum melting
EEHZAEPEHEROEH LY RIS BIUE G B SR EE. KBE &, B RE %
%,

#IRI  crucible furnace

BB LEROTF. HESREBEAZPRIEER, R FEH, R, e E R
] o

R  crucible,pot

IR RS A B ARG T, A &S W FEE R RN ELEREA

17
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o
3.5.47 R holding furnace
Ao 7 8 R 7 908 0 ) < W A0 R Ao 24 1 S P P
3.5.48 Fuitdt  reverberatory furnace
— P A A T KRR AL o BT TOKE DR A0 3R 56 3197 RO R 4 Ak R BEAT g o
R 5 A ) < W R BE , — U A B R, (B 4 B K, IR A A 7 R AR
3.5.49 &R H 4 electric induction furnace

*U%’ﬁfﬁ(ﬁﬂﬂﬂhﬂ%kﬁﬁﬁéﬁb”%o 2 e T 454 5 SR 0 C T R A . T

3.5.50
Wor A 1 <5 o VAR K 72 e 2 394
WL LT Rt
3: 5. 51
BB ik S 2% Tt
ek VR
3.5.52

3.6 FEHIME R

3.6.1 #8H

! R R E &

3.6.2

F9%y BEN

3.6.3
Wik T

3.6.4
b N IBr B, AT

3.6.5

ﬁA%fP%Mﬂ:?
3.6.6 b ox1d121ng slag
TE S5 AL 158 G RE X IR
Bk GE VR R CE
3.6.7 AJfiHH  blocking stage,deoxidizing stage
RN W}#‘ﬂ*%ﬂh%ﬁf* HEAT 10 4 0 A S R Ak A oY g B B
3.6.8 HJEA reducing atmosphere
“Eﬁﬁ@?ﬂt%tfﬁﬁiﬁé@m RS . BIMBREEAS 58 R Beis i U5
3.6.9 R reducing slag
E MR 0T b N85 22 58 T 500 I 36 RS F  RE 8 4K W v 8 i S I P R 2 R A s . e i
I HE A7 7
3.6.10 H#& white slag
TEHRAE S T N A K 30T R BB R Bl J 3 A I 3 S L 78 1S SR £ L R A TR R
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3.6.1

3.6.12

3.6.13

3.6.14

3.6.15

3.6.16

3.6. 17

3.6.18

3.6.19

3.6.20

3.6.21

3.6.22

3. 1.2

3.4.3

3.7.4

315

HL 4 electric arc furnace,direct electric arc furnace

HL A 5 4 ek ) 7 A I DA e R P

BYEE I basic electric arc furnace

PABRAE i AR Chn B b L BE 7% 55D S pp Ak iy W g . R IRl A0 B A 4 D
R4 acid electric arc furnace

PABRYE T KA B Can e , 7% 58D A 4p ot Y e I

B % electro-slag melting

A P b, R e O T A e e BEL
H Y  electro-slag furnacg
VA ¥, I 388 o A 1 7 A YT R g R 1 1 RS e < T
ﬁﬁﬂ%ﬁﬁ{i[AOD -OxX%ng PRy ization process

;!. Abhurization

R Suarg Iﬁ'}%A’%E}:‘Bﬁ

SR A S BB 5

Zﬂt‘f‘ﬁib”liﬂ% EN =B A IR U SRR R

Ko Tl PR R TR M
R cupola
— i A A R (0O BN iRk B KR R AL B . &R S0 B DXL 11 550X
R, B E SR AL .

FEBE ACHE XL T K4 spacious twin-tuyeres cupola,twin-wind blast system cupola

W R - HE, XU HERE o i B A 0. 8~1. 0 i b KA B AE N P R M S B AL HE AP g
JERAT A ) ook PR . 24 SR P T ek A5 22 A A e B B R R IR T RRURC T T HE R AR e £
FEE AL I RS /I XL T HEBE 5 R R A0 B R e it W SR P A XL 0 T XL T 5 2 R R T HE
B,

ZH/NA D Kl multiple row small tuyeres cupola

ROHRZ F=H RO 2928 2. 5% ~6 % mgm Ko, AR RURBONIER BN 0 A 83 50, 1]

19
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3.7.6

3.7.7

3.7.8

3.7.9

3.7.10

3.7.11

3.7.12

3.7.13

3.7.14

3.7.15

3.7.16

3.7.17

3.7.18

3.7.19

3.7.20

3.7.21

20

REEAT, EREHK, EBEFSPHT CO FREE, FRBEEMISLEFIES, I
RAERRENESR.

EREW R waist shaped cupola

HREFRSEHSRE H/DNRIEERAER OHEESHW P, AIERRAE R E S 5500,
BALEERE. REKBEE. ZRTP/MIMRE.

A KL hot blast cupola

F Pl B #R XU v R

IK¥& R4  water-cooled cupola

FK& HpBEM X O B Ry,

KEHRRITEHF KRS hot blast liningless cupola with water cooling

F A Ah BRI 2 A% T K 4P B L TT AP AT, AT B BRI R LA v R A
FTEMXEKY  cokeless cupola

AHERMAAM KA ESERBHWRE . FENESETFKENE P& LHE R
PP TR R A B P IR b ok R TR SRR S L B I DA
BRI R R L5

W R4  basic cupola

PR AT KA RHMBU A v KA

B K4 acid cupola

FABRAETR KA RMBUF AT 8 v K

&k pig iron

B R B i H L R

#HEHE8 foundry pig iron -

HEFHRE BETHEEFEABERNAR FEEKSERREES, SRR RA IR
BR—REEESN, EARBAR. FREE . SHEAR TREFEHESNRBEEHER
%.

R coke

HESTEMEN —FEARE ., 2 HaEENEEE.

iR ($BEHE] foundry coke

ERHTFHRRPEHRFERYER. BERRNEED/NARENBRES BE@E. ERK. ®
R BARNERY B E 5 R ERELME,

B Em fixed carbon

TRETEREGERYH K UEARS . BB =100%—GEEY %+K3 %)
SEEH[#EL] iron coke ratio

WRFPIEHRE TN ERPHERSHENERERZNL, — RO NS HEMBELE
M RERNERPHELERSHENEREERZ L, BELYEHRPHPEREPHERS
ERERZI,

JEE coke bed

RPN T R SHEEH T2 HRRE. EFRTETR ﬁtﬁﬂ‘]ﬁ}ﬁbﬁﬂ%ﬂﬂ:%
AR A BRI TE AL

BEH  coke split

R, AP NG - HEBEZ R &R,

BBE  extra coke

MRS AR S e, S T RE R MORE B L EFT SR R a2 e —# 2
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3.7.22

3.7.23
3.7.24
3.7.25
3.7.26

3.7.27

3.7.28
3.7.29

3.7.30

3.7.31

3.7.32

3.7.33

3.7.34

3.7.35

3.7.36

3.7.37

3.7.38

5,
#1148  buffer coke charge
R AP R R T, AR B R AR KA IR B T IE R B B, DR ARAE SR IR AR I AT
EMEHEERIZMAMATREEY RERENER.
&4 ferro-alloy
g EERSRIFTE MBS TEN BFINEERFEFTHEER.
BHMEE effective height
R EHERX O L OR B I O TR REER.
4T cupola well
WRPTHRECEEMERWTS. WREND TEPRZENPRE.
BI4# forehearth
BETHRPATABRBIEFERRBEMR S SN AR . B8-S Ry EE .
FfGAH  ribbed preheating jacket
PR RSP AT ARR SN FHEAEHEN D ERRABE, RETRFY
P REEDRE X BB 150~ 200°C , 3721 [ Py i 4 FE BB K 850 XL T # B 300~400°C
e cupola spout
RPN B O WA RCIT LT R .
AL H  melting zone
R, SRR T R B LRI L B R X
})_(L%‘j air belt,air box,wind box
BEMRFNRO,#RE BN USEORENENK OO FEREREER
MEEF— BN E. RIFNZENREN/NTF 2.5~4 m/s,
X tuyere
EHRPPH EABFANEZKIFRMAD ., REFRPPRGARR, O AEy—H,
BLH., HEMSHERNOEEEZMRERL. ROKX/MIEHEERS ERO0RX P RBEERYE
G HER.
KO tuyere ratio
HRPROMEBERSENOIXPEBEERZ L. —RAETSEERR.
PRE Y cupola wall effect
B RPN R IR B R R RS A ANS BRI T M RN
FOXE R, AR F I 4 P 8 e 1 R R i, s BE R o, 18 8 P R B AL AN B WAL &
A5,
R Z  cupola operation chart
FRM R EREE ERARVECRERELBREHLXRYPREZL.
R ETEEH]  front control of molten iron of cupola,inspection in front of cupola
R B HEL R, WRIERS GBS B SGET AR A ER . AR DR
& RREE R SR R R RE SRR
HRIFREFEAL  tester and controller for cupola melting
FA TR A0 42 8 v R AP A L B A (AR B BR . B HE B XU U 58 0, AL, TR AN » e
SR IR R LR A A A, SRR R A R PR R U AL 5
WALIRE  melting intensity
FRPEHE RS, ERO LR B ERAIFELIE. BAHK 1/ (m?«h),
KB blast volume
21
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3.7.39

3.7.40

3.7.41

3.7.42

3.7.43

3.7.44

8745

3.7.46

3.7.47

3.7.48 "1

3.7.49

3.7.50

3. 7.51

3:7.52

3.7.53

3.7.54

(S
(%]

BAMENRRPOAAERESZSE. BN m’/min,

PR GEE blast intensity

TR AP R A B SR A RO AR B cE g KUEE . B8 m®/ (m® - min),

& JAUE S blast pressure

25w R g S50 IR AR XU SRR 1T PN A g o XU T DA s Bt P <0t PEL g g A8 4k 181 38 T S B
P B A5 AE B 5 B, an kb A R, KU R A, R R A

BHE K oxygen enriched blast

FE o RIS o B A T RN S S
J§

BRI, ATERAIR AR AR 52 8 0P R R

G0 R e LA P I R AR
KAV R | W B A2

Rpe it A,

spdrk arrestd

BRPORL R BCEHE P
H 7 T B g
AT AR A A E A
Wt carbon pick-up
R R BRI B R RO B .

BEH RS ] bridging

RPN TE IR LB PR BRI A TR LS . B TR ALY R BB SR IR BT
1.

#f9  banking the cupola

o ot R P BT B 45 L SR A . B i R BN B R R, S PR ERL L, AT R I T L 15 5 H AR
JRU o 5 8 5 T i R A P AR /N KR DA DR AR T o K O 308 XU 382 5 128 XU IS S PR XL T 5 DA B R 4
fIH*  cupola drop

R A8 R 8 TR s AP PR B TR A e o R4

W 1 35K F1 3 B 5 5
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3.7.55 WEEKHL breaker
I DS A= K B 1) 4
3.8 &mwmabre
3.8.1 X% refining
EERWS &R TR RBUT R A, U@‘vtéﬁﬁ*ﬂﬁ%éﬁ{&JﬁEH’JﬁWF
3.8.2 HZHKi#k vacuum refining
B4 R A IR B B = PR R B e Bk . mE AR VAD,VOD,VAOD
%%,
3.8.3 ¥PKEMR  ladle refining
LR AP At e T 01 3 T DL

O A SO AT 2% I3, TR < WL

3.8.4
3.8.5
WINZRCS 2]
<4,
3.8.6
3.8.7
ity et

3.8.8

3.8.9

3.8.10

3.8. 11

TE L 3 B8 RE 6 B ORI B 2o bk \ £, 08 G a IR T .
3.8.12 #A sodium modifica
E B £ QP B S AT el
T2, S BUBCORE N L REAE R T2 b
3.8.13 K&AHH permanent modificator
I T 4 R B I (8] 28 OB R T R AR B . R S R BUE BN R & A LB RESE T
o
3.8.14 M PHNAE{ in-mold modification
TE VR ARG PR JBUAR) X 70 2 B J VR A T R I A SRR AL B T
3.8.15 Z*FH inoculation
TE & 4 WA DN RE S W JE A% 2o 72 5 AR A5 B B2 SR A4 R 18 AH O 40 1 R0 ke 38 LT 35 9 490 TR <2 8
W T2,

R N ARAR , AR & 2 0 2 P R A A0 7R
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3.8.16
3.8.17

3.8.18
3.8.19
3.8.20

3.8.21

3.8.22

3.8.23

3.8.24

3.8.25
3.8.26

3.8.27

3.8.28

3.8.29
3.8.30
3.8.31

24

B2 EF[JE2E] instantaneous inoculation,late stage inoculation,post inoculation
HBIEREER, ARESBINEBRATHRELE AEERST . ROMEET ANE
B%,

M4~ E metal-stream inoculation

ERESETEHEESBER PELEREMARRSILRBEN RN ZET L. RAREEFR
& BERE.

RINZEF in-mold inoculation

AETRERAGEHFRNWEFTRM RREBAHTHRNZ2ELEN T,

BHO#ZEF pouring basin inoculation
AETFRONEFRHEER N RESBHSITHNETLENFTE,

ZEFH  inoculant,inoculating agent

ATMERBHETEELEGRMA . THHN =K I0MEZY G EEN R 2% T
R OXHRMA SRS ERARBE, RELG AR P EEEMR/D, HRAEER, RHERT
¥ B AR RE FE AR BUE A% R A IR B4 O 5 SRR M A R B B LR 35T %E??Hﬁﬁ%ffﬁﬁﬂaﬁi%fﬁ
ZLEH]  inoculation period

WS R MITF 865 ¥ 2 7= A % g B (R (AT ok 4 BE FRR A U B2 BT/ 4, 50 AL 45 W Y B T 0 i8R
.

ZEHB inoculation fading

BEYRAENEHELTRHBBUEHRERNAR. FREERNUEETERFEAR. X TH
BB AR RER,FeSi75 22 FAE 8~10 min FHEBIRFERE MEBENBRY
PR (ER 4% ~6 %) R E R R T 4F 20 min,

ZEAHE abnormal inoculation,under-inoculation
HFERPELENEARAZERNALYIFERAR  EHFEHAA A BHEX, EREWA,D.E
HaoRPEtL  EEDAHERIEMEIE.

&&ib4bE  alloying treatment

MERBEFPHRNEGETREURIESEFEMEHLERS  SHASAMEENLE L.
MR M2 ] CQ process,wire feeding process,wire injection process
AEAREETHBREM REREM S RBBAEEREANB SRR S, & BB HET
BHR TR ZEREGSULEBENTZHE,

#f1 shaking ladle

— T A T TR A O RE R SR B R IR AR AR B RE R L SR WS U A R AL £ 1
M EE. BR—HRESMEER VNS BEAE RS, FEHTFHRBBR.

BB FE electromagnetic agitation

BN SR MBS BRI HIER.

#® holding,stewing

KBNS BRE—SRENE —BRRILUEREE . SEMRHLETZ . FERATE
5%,

P\iE  slagging-off

K T8 P T B A T A R A

BIAEHE in-mold filtering

ERFERAEPRESEF UL RES RN HE,

BMHNEE€ in-mold alloying

ERFARAENFEBEAX RS BRHITE LM T E.
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3.8.32 Sk 40tk grain refinement
6 SREERBH NG LETE. FESIREERSSRAEAR WELERE BT
BB NGRS B ML N E R LB RA . SRR RS =28,
3.8.33 &hKi4{k grain refiner
MABEERIESSEEE &SRB R,
3.9 Wi
3.9.1 3 pouring
¥iEmER NREENFERNERE.
3.9.2 BIPEFPEHE pouring under controlled atmosphere
ERPIFFRESBBARE.
3.9.3 EHZ®EHE  vacuum pouring
FEZPRESBEA TS, THEERRPHIE BGLEEREL. ATHRERBERSH
.
3.9.4 H3hEEE¥E automatic pouring device
REEHINTEIBEBRBINREBFAEREEAEHRAEHZNEE. 7B A 2, KES
2 BN, ERANBEHR RS,
3.9.5 HBzhEEYl automatic pouring machine
REME VM B ERRIBE O, B R R R EEENBERMRERE . FEL MHER K
EXJEEA L BmgAE,
3.9.6 ®HBLEEENL  electromagnetic pouring machine
FABRBENERIRF AENEBERESRRNVEE.
3.9.7 #ME O churning,pumping
ARE . THANFEONSRERE, L EREETUREGE DA 8RN RE.
3.9.8 HEO[#E] hot topping up,teeming
BEE-BREEN . BSREBBERAUEOURSET O REMFEERNERE.
3.9.9 A ladle
B R MBERRS R ANES . BN B, AT AR R .
+3.9.10 JEHEH bottom pouring ladle
VeTEMERTEE T BN EAT B AR ER U ERRERNRE.
3.9.11 #3846 transfer ladle
& BB NE SRR S — MR REF RO AR .
3.9.12 &BRRMW heel
BRRFUE  AMERET - THEANBREREICERR.
3.9.13 %¥%£JE cold metal
BBRER EUATEREFN SRR
3.9.14 E# weight
FBFIERERBSERBHE LA, EREA WA EHEHREMEFE LMW EY.

4 EEHHE
41 BEAE
4.1.1 ®&AME molding material
SR G B, —RIEDAIFE AR, GED KL SRS MR .

4.1.2 #%&EHPH] foundry sand,sand :
25
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4.1.3

4.1.4

4.1-5

4.1.6

4.1.7

4.1.8

10 7R 5 5t ) 2 BE KT 0. 020 mm () JURE R K b ). 8538 R 0 M A0 R A o RERD L BERD L
B BB BEMOM Y B s MR 7 15 e T MR A R A D5
JZ i [H#p ] base sand,new sand,raw sand

RAHBNIHR AR | ] FFIRE 2550, 8 WA W i D

[H#b  used sand '

LU A 5 MR AL B R B GEO D

Al {#b  reconditioned sand

IF R 2R\ BRCHAE O 20 Bk 42 S v VAR B S, P RE AR AR W0 20 IR B A b, 90 3 50 J5 Rl AR i
SRR LB, T AR 2 & KL A LRI R

RFF S BERERE.
WA/ reclaimed sang
HW 2 HA L, I T AN TR R BT B PERE

. 3
i lan] ot
i e EEZ: lﬁ]}fﬁfﬁi%u%ﬁn

By waste sapld

4.1.9
AR

4.2 JRw

4.2.1 FRAERD
R 5 AR K 70, FF £
¥<1.3,E

4.2.2 tEW[HY
F B Y) e fil L
CIE \ %, :

4.2.3 WIEw
PR IER F 909 , fiif ok & &
F1700C 1 7 SR I TR DR

4.2.4

4. 2.5

4.2.6

4.2.7

4.2.8
26

R RER WA S
BERD magnesite sa (S
R 2 i IR b Al ik 7 ikl T B T Y B (1 il S o T s i A 1 LD
FITREL

Yy zircon sand
FB I RERRES (ZrO, « SiO) AR & K BEBRAE D o R0 BE 41 R ik R8I RGN
FAE R 0 4% 80 1 b U v L AT /D

WA [ A7 ] fosterite sand ,olivine sand

W W 2B SO BRI A IR A REBRMIONS A ) KARE™ 1 ZR BB /K . O3 0 I ot S e It
W, & TR WS R R GED R

eV  chromite sand

H 8 BRA™ (FeO » Cr,O) K558 IR L 07 43 ) il O LR DA o B AR B2 e it kO e . F B
VR 42 B0 55 1R R R B4 400 1 ) T D FH U

AT AP coal gangue sand



GB/T 5611—1998

2.9

-2.10

o
.2.12

.2.13

.2.14
.2.15
-2.16
-2.77

.2.18
219

.2.20

.2.21

. 2522

BT A IR B BE JFOR ) 4808 RS AT 05 0 I ) BGRB8/ 0N it K BE 80, I M 47
AT A R Y fok 0 5 1 ) T D B A7 A 4 1 R ol 1 2 B

BRI chamotte sand

Hy 7o MR BRI A B RS . (B AR L s 0 ) Sl ARG SR B B L R IS R SRR . R AU I K
PO T KB GURS RO ARG . AT F AR 4 40 (4 19 28 08 T B A R

RHrAy  carbon sand

F B R A AR B AR ALY IR

FAKAR  limestone sand

— it R G R e TP 0 5 T0Y B 4, Tl A M 5 s B
FE A 5 7= A B T S AL S ; e S NREEHER B 1 # AR
ffé@@

B AR EBRD R

N R . N DR 4
(0, Sig. & ft Ot it 5 K0

Jﬁ@%ﬁﬁlﬂﬁ[ﬁ@%%%ﬁb 1A %

AL B Bk JE D Y 2R T AR (SR e 3R AR 5 B T 43 5 A [ -5 DR O B A% 4 T A BROE D it 3
ot THAAS R B R A HOE . R 00 R OR R B ORI IR . RITE D A T R << 1. 15,
WIETED AR EE>1. 15~1. 30, #i AL AL B> 1. 30~1. 45, 7 B LR B> 1. 45
~1. 63, RATER AILEE1. 63,

Rk MR grain shape of base sand

TR 0 JURE IR AR, ¥ £ T8 DR el /N 31 K B R 3l 43 o8 128, B TRDE: L 6 RUJE L 8 A 2 L i B A
RAK,AHMAMFEO”.“O-0O7. O “O—A"F“A”FER .

Mgularity of base sand

-3 RS

.31

K455 binder

ro
=~
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- BREREERHIYR. 2N TYRMAPR K. FEHE B TEH B GO 58 BB

4.3.2

4.3.3

4.3.4

4.3.5

4.3.6

4.3.7

4.3.8

4.3.9

4.3.10

4.3.11

4.3.12

4.3.13

4.3.14

4.3.15

4.3.16

4.3.17
28

%.
THLKE 45 inorganic binder
B LY AR ATREE . ks oK KBS,
L clay
FERS R R RE KA nALO, « #Si0, « zH. O LIRS 7 . B R/ F
2 pm, 43 Ky e e A R,
¥+  kaolin )
THAREENTK A ALO, « 2Si0, « ZHOOMH L. —ANBEABN,. WAEST
1 520°C #Y = U8 FR A TR KORS 1, oK 2R AR A3/, — AR B VR T B0 GER D Rk &5 390 F  Jk F Tk
Bkt
&id+ bentonite
TVYEAREEIFRBAHM L., BEEGEDRE EERHERN,
G E T sodium bentonite
REMHNBRERMYEERMEFIREL,
GERLWI 1+ calcium bentonite
EEMARRERMYEEREE FHREL.
iEibEd . activated bentonite
WRYE T LB FRBAER oS ETRe S TR R L.
EWLEE T  organic bentonite
RAERESAFEBRELN BSEFRGHURRME L BRI R RFEE, AEFEIRN
BEH
Bk L effective clay
BHPMONEABEEANE L B TH I ERAD IS ZRDIREREEW,
LR BRETAANEEANESLE.
HEH L active clay |
BRI R B ARSI L. SEMDRRETHRSEERNAERN IR EEEAR
AR L
ik (%%t ] burned clay
HIDEEAIBRTHERY BREFRADTRINLIEZEESBERMEATEZRLEK, 5
YR BBIR, KT RS .
HiE white clay
EHERKABRMETEN L. WAXESHHRIEIOE LW KR, & SO, JREH560%,
ALO, (RESH020%~28% ,Fe,0, (REAHO<Z. 5%, MIRRE (RESTHO<8Y%.
KB B K457 sodium silicate binder,water glass binder
FEBRT AERAOTIRGER . AR KB .
ZK&%{BZ%W}E Be'concentration of water glass
Rk EE CBe ) ERMKBEBHER Na,0+SiO)MKRE . BET B EFRERTMERE.
WEBUKFKBEE AR, KEWERESEENRER  HE =144. 3/(144. 3—Be"),
Na,0%,Si0, % REMBEHEWERPEME =, AfERRKRE FHAIEE.
IKBEBBEL  sodium silicate modulus
TR (RERR ) P R AL S EAL I R .
HHLRELEH  organic binder
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4.3.18

4.3.19

4.3.20

4.3. 21

4.3.22

4.3.23

4.3.24

4.3.25

4.3.26

4.3.27

4.3.28

4.3.29

4.3.30

4.3.31

HAEVIRA RN . mTEm AR T RS .

HIER (KRR, LHMREBRK KR ]  lignin liquor

A EUHREELE, BRATTEERS  BRHER. REERSHIRRERNE BT A
s BB S RS T FERIDR 47

WK oil based binder

LT T A B A VRS R . TR AR WS,

FHil  drying oil

BFEARE Y BUYE>130 MRS R . —BAVEYM, LR, ¥RESDKERN.
EIBKE 4T  synthetic fat binder
AHBLMAE2EL. B8 BREBRIENRENRERRES RHRAMEREN., ZHT
BHSE .

BMKE 457 residual oil binder

B R THY AR IR R AR B A SR R SR A ) . — A ey o o e D R TR R v
R 2 1 AR AR,

AR [ MERE 4]  cold setting binder,no bake binder,self-hardening binder
ATk, B 5 B & A b2 R T B AR R 255 .

BB 457 resin binder ‘

PIR IR A E BB EVRER . B2 REREBRED . BB RIS/, £ A ER
GEOBDRE G5 s VB HE R AR 25 70) , & FIE B IR SRR RS 4550 .

ME MR B 457 thermosetting resin binder

et 43 F 18] R A X SRR = AR R G A AR R L 1 HUE R BB IR B IR AR RS MR BB I B
HigEH . RERGE RS B BRE LB BER S IRAE B BERI G At g . U B R AE S .
PIEHERIERE 457 thermoplastic resin binder .

T2 IR B TS B 9 SO e, 78 20 43 F (A R Rk A 3T Bk BRI B R B B G 4 701 o L4 AU Bt
BRSO AL , B A B BB ARES . EFE DT HEEED o8BS BORS R MR 4 .
& HMEE  foundry resin

REWE RS AR SR ERMEHE. TEGERKBERIE B REA SRR (kDR IE =25 g
EHA L HS TERENR, FEAMEREZ . (D FRG ABRBRIE; (2) #EEHRE;
(3) BED KRR (1) BEKEARMAR; 6) HAbFERAMIE.

BRERIBRLIEMMIER ] no-bake resin system,self-hardening resin system

FEERTES S BEALHRNYEED R CEOBLR SR IER RS B ERE LA S . B E
R RR AN R AE AR AR o

SFEMBEE gas cured resin system

R TEL 5 RAH RS AT 8 S B b 50 5 PR B 1 0 B RO REAL B & Rt AR B0 R 25
o EES N B IR b-He uk - A AL B B EE-BE LB BE-CO, 2K, R A TRk, A
BHA R BRI ARE . BB GO RMRES A8 ES,

PAEM ISR  hot hardening resin system

ERTERAOBRE TREXBRRNFEIEDRHGEOELHEMHHMIBDEER. BTHREED
MBE D .

B fE  furan resin

SEH P SR IR, B R A PR AR BRI ) S B IR BRR S ETF R TR
FIRAE B ER SRS &S, B HAA REEOR RS , R -BREEE AR A (T 1 AL , By
BRER R M AR S (ke 1 2D , By PRIk ARt S , B - F Rk i Y AR
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4.3.32

4.3.33

4.3.34

4.3.35

4.3.36

4.3.37

4.4.2

4.4.3

4.4.4

4.4.5

4.4.6

4.4.7

My EER I8 phenol-formaldehyde (PF)resin
HY 2 P ST HE 28 A T L) B AR B R A . B st R R iR 0] L 2R B 5 R R R LB > 1
() o IR By BER AR 5 52 2 Tk R B PR B BER AR o 1T 2 B A e Y G b 01 B A0 Rl 235 5] 5
Ja AL T 18 R A A IR T b e AR A 5 R T R A RS A A R RR BRI s CO, R AR V8 8 b
) B P B RS
BBy EMT S alkaline phenolic resin
J—lﬁﬁﬁﬁif’%ﬂiAhﬁﬁ@@ﬁ?ﬁ’%é‘]*%ﬁﬁﬁ&@%@’ﬂﬂﬁoWf%%*ﬂ?ﬁ?%fﬁ%ﬁﬁﬁ-szlm jin
7 B IR AV I, B R R R R 5 CO, Rk T B RER AR D I, AW A HLER 1AL .
fil:  furfuryl-alcohol
R R 0 B RS fi I 5
e R a R fof
1E 5 H R
Bal.
i B 2R Wy o g
TE& AR
Bk,
T

E TN T
ﬁ]/\ﬁ b!’

» 2 JE 7 TN SR T ) ) NG W IR AR R ) R R AR £

TH ) GED D A
kAl hE , B

(VST URE: | B0
BB A
O 75 2 N
G5 (2) B KN ¥ JI65% Ui &0 4-7Tﬂ7/<71‘¥>cﬂ( ﬁb*ﬁm
ST A LU N A2 T B A L e 2

BERIMERL dressi i
R R IR RTINS
P 55 1 R 1Y 54 122 il B 6 P
FETH

fib Akl sand coating
FA DA B e A0 80 GER D) 35 T B0 D A1 BT 48 W v Rl P BB ) S U0 Rk o |l T ACIEDRE R 2550 L B
FEHHER B0 S A o FOH U 7 i A RO IR U R R VBURSE . 1B Y TR R Ok
WO TR R LA 38 4 3 BV S P R R TR B T R B 5 3 SRR RE .

WAL pattern paint

PREBERE i H 28 MG W B R L 5 TR, 2 AT U SR R . O R R AT R
TR

IKFHEWE R water-base mold coating

PAIK By A ) 5 L R

‘iﬁi‘{#’ﬁ' P BURE b L BRE
P Rl 3L O S5 IR TR B e A L

Gl TR TR < B8 0 £
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4.4.8

4.4.9

4.4.19

4.4.20

4.5 ’ﬂ@%ﬂﬁfﬁ'

N
(&3]
—_

4.5.6

JE/K B non-aqueous coating,non-aqueous paint
DA AL 7] CRRESSThD) oh BRAA  5 BU IR B

HT&E  self-drying dressing
VA 5 H8 R IR ER R B BL R . WA K 5 IR Z BATRME

WEIT 2B (A 28] spreading coefficient

PR U kA 5 2 2 Tl 1 1) 1) 54

ik thixotropy

BB AR B 0K i B ) R 48 R R B I TR] S T 90 5 B P45 Lk JE SR S DR R R Y
IR suspending age
i 3 o A
gt

AR R SR

parting agengy

A IERVTAY A 0 AL : RN 15N 18 5 Tt s vy i
wH
fe 4k 75 [
i 71 GES
A A B A4
AHLEE § oy
i 5 55 L F
153 HL 5

Mar Rl AL

o W AROK B [ RE D A1 R g 1 R 0 v o AL R

E'“iﬁ"m )] FEF & it g HE, Fsighti] | R B I A

; TR 5K
%I\fﬁ:ﬁ core
T T8 4 Tt N A

- Ethﬂﬁﬂ%ﬂ’ﬂﬁﬂﬁ'— SURiA I ﬁu‘n@%ﬁﬂ’ﬂﬁ'# AL X RS
U h  core sand
$ie— 52 HBIBL & i a AUAE R 22t IR W) 7 & S E R IR 6k .

&P synthetic sand

HT JRURD RS 25 0] | B 04 4 — 7 T LU TR dh) s iy B A B BEOR A GEO PR RERY Y GED B

Ak > clay-bonded sand

B D R s ZKOR B im0 4 — 2 T L R T B B GED D L 43 R 1 B RD A0 T AU D (5 6 T B )
x.

FARBUGD [ K ARHE /)] natural molding sand ,naturally clay-bonded sand

K& OREHOB L (8% ~20%) iy, hnid Bt /K J5 Al B4 T AU R

ZIf)  red sand
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BHEREMYEL  EL4GHRAME LD,
4.5.7 M® facing sand

FFPRACH 9 7E A B i SRR A Y — R A .
4.5.8 EHW[HEA®] backing sand '

ERFELBZODE ETDHEANED,
4.5.9 HE—& unit sand

RoEDS5SEDHED,

4.5.10

4.5.11

4.5.12

518 temper sand

—E BT IKIBH G 2R B BT R IFESHERNEGHD,
EAIR>  green molding sand,green sand

R AR/ T E D REARASBR TR RES BRI ED.
BEER>  black sand

AR R AE . RERT LSk = AR R ERE .

4.5.13 J=JREV[FEVE] loam
ARk L& BMRAM T DS AEDMXER TS B> 250 BB B AR RERRES
¥, BEPEMAABMAEME. HTFREMFHERNSHRER.

4.5.14 W#® oil-bonded sand
H1 SR RD 55 il 2ORS 45 7R TR il 6 D

4.5.15 &J8#> synthetic fatty acid bonded sand

4.5.16

4.5.17

4.5.18

4.5.19

4.5.20

4.5.21

- 4.5.22

32

HEBHERENHED . ZEDH, SIRMABRGRESEOAN 3% ~4. 5% . BFMAL
FOURIR R W SR LA B SR B

AEAFS  graphite mold sand

AR B A BB MEE L 4 ~5 UK 4N~ HR KB RWED . B —RRAY
MRFEE Y. THTESSHSEERSNESE&%EE I TRV BRMEES &
FRLLHET . AR AR T HRIERELS, MR&E G R HEE

2581 F chemical hardening sand

W VAR R B AL B R . A AL TS . I R AL R K B R
KW BRIEEEDS., AVMLEBEADEHESMRASE . BELITES N EED . D
MAFERD .

HH##> self-hardening sand,no-bake sand

HEY . BN B AR SRR AR, AL S ATH T, AT E 5~150 min N B
k.

JKIEHS cement sand

PIKIR AR LS R M B R . A /K IR B CRALES ) BN Sy . &8 T 84 adt
P R .

/KB B sodium silicate-bonded sand

FH 7K 3 B ARG 25 0] B2 1) T B A AL 22 AL D

EEfE /K B B8HD  ester cured sodium silicate sand,sodium silicate-ester no-bake sand

 ORSEER KB ALK A B ILER B @R,

WAS B> no-bake resin sand,self-hardening resin sand

HED | I RE AR I R 45 50 L A0 TR AR A AL GEO R B AR 5 BB i SO A BT B R =
& TR AL =B R L (kv B D R B AR R E LB B B G B R A PR e S
w.
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4.5.23

4.5.24

4.5.25

4.5.26

4.5.27

4.5.28

4.5.29

4.5.30

4.5. 31

4.5.32

4.5.33

LR IS E fE#) no-bake furan resin sand

B R kAR A | BRI AL 50 TR AL I B BE B BERD

B R IS B 1) pep-set no-bake sand,phenolic urethane no-bake sand

AR 4 BB R B AN B R M B I R AL R IR AR IR B R . HAS HRBU RN
HEEIK, ol A R B, e AL ST, AR, SEEEE,
I FHMHES = ESTL.

EEE AL By PER IS B T RY  ester cured alkaline phenolic resin no-bake sand

BB . LS BRAYE B BEA AR TR W B4 S B BERD

BRI 5% phosphate no-bake sand

AR KB XEEABRRESEHNYERED. AR AR ELY, 1 MgO.FeO,
Cr,0,.Fe,0; &Eﬂ]M(ﬁé%o

AR castable sand,fluid sand

A EEEER CREFD BB B RS, THREENEE RFEMATELMEED.

S BSED]  cold box sand,gas hardening sand

B KERASGRIRRBE ML EEAD, BEWEAERERER . SEL. 85 TIKED
n CO- KB WY , A= CO- KB MAEVIED (B EERED).

ERASEP  hot hardening resin sand

T o A R 2 R R A AR S R T S B D AR AL R AR R . BESRGE AR ERED S,
BHER) precoated sand,resin coated sand

DRREEEUNPES —BESHENEDISY . BHEREDN L2 EEREMRGE
BRI, BSOS DR — R, TR R IR IRE L

FRIGERORIEE)  shell mold (core) resin sand

ATHERAECGOHREEBRREMIED . RSN AER SHRE/RAT 1 (R EREHE
By BEAR G T IO B S8 36 M A BE B 4k . 5 A A8 B BR 45 LA 12 & FL i sh M F e ARk .
38 720 I 2 K T ) A AR D .

B AP  hot box sand

FF GBS R BB PR IR 5 K 2 R AT RS AR D , 9% 00 T SR P 5y 18 AR A8 e AT 0k v
RRERD .

ZEBR (B HP)  agglomeration (molding sand)

AR FELABED AL H A DR D0 SR KRG WD RRBE. EFBRE
Ko MR IR R SR A B .

4.6 EBHEERRR

4.6.1

4.6.2

4.6.3

4.6.4

YRGS sand testing
M AR GOV EFHE &G THAERTET Y EAbErH R Ml AP B RE B
TE HEADRLE.

JE#PiR LS  base sand testing

FRRHEAFFEMNE. SFESRENE BN E BRES N E . F4 RENE BRFEENE
b2 53 A BB W 2 4

IRt EE  sand specimen

i 2 R M SR R R R TR, AE SR R E i
T,

R AKIRLE sand expansion testing

ERERETMEREDEYARNSEKE, ARNDETU S aRESREARTE, 2D

A
39
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4.6.5

4.6.6

4.6.7

4.6.8

4.6.9

4.6.10

4.6.11

4.6.12

4.6.13

4.6.14

4.6.15

4.6.16

4.6.17

4.6.18

4.6.19

4.6.20

i e B ok v st T % ZRL D o 16 B 7 A I D 4 6 46 R B Bk s

I E R EE  elevated temperature testing of sands

N B 1 5 1 7 A R, o B RD 32 B PR RE A AL EA T B9 A5 BRI A2 . IS TR R SHE IR G
TR v T R A AR T IR G 5 D Be sl i s ok B IR .

ZPr Ay differential thermal analysis

F O™ 9 A8 ket F2 e (B 267K AH 72 170 5| 62 ) RE 1t 78 b Qi 22 s vl 34 28) > S 3 L™ 0 AL R
Rb 51 sand tester
) % 1 AU A4 BHAC LG ) PR ) = VR RE L LYk RE
AL #E 5 (2) B GED b i v e T L

INGEL 30 58 40 5 P B4 (D) SRR
) G ) RGE RE I I (5028 5 (4) RIIST I 1Y

B4 125 J1] A o B
5 5 B AL EY

F— 4R i A 24T A 7 DL A i PR A O 03 ) % O

T L T Y A S

HI A AU Y RSO T:  /E
HEIR AT i Y”ﬁ "
MR air §
& BT RGN /
FEXA 1 b JE il o NE
R toughness
AU GEOD D R BB AR T fiE
6% shatter index
PP LD BRI 16 5 o DA o B A R A A DRI 5 BV 7 I L RS 3. 35 mm g 1 )
TR ARG b 5% B AR R N B R R R S R R OR .

ERE  liftability

RUD X R B R V8 N RE ) . R R WP R R AT . K A sUEAL 2 1 AL )
PEZE AL 5 R Y, 45 AU IR X .

FMLEYE  surface stability index (SST)

J AR 4K S5 P D B GESD AR A7 T30 B2 rh DR 45 HL R T 98 BE A PERE A b o 00 R Ak I 1 s o (B A
JE R IR LE IR B I A AL LR 3N 2 min 5 3R LA (W) B il RE R EL B (W DO 15 40 e

=R IR 25 Y i B D R

) A HE PR A0 O, TOU L JE 1T 25 49

Y RE T 2 GED A R GES) 7 RS A (R 0D Bsf 5 43K
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621

.6.22

.6.23

.6.24

- 6. 25

.6.26

6. 27

.6.30

-6. 31

: 5. 32

-6.33

-6.34

.6.35

7N :SSI=W, /W, X100% ,
PR ME retained strength
R IR FEE R S5 AL R, ot — R 2 O R-12 206 36 )5 T 8 W H0 IR P BY P hr sk i
HREE .

HHEUPE  collapsibility

7 TR GRS D 5720 5 O T L G P T P B A IR IS 0 7 B 0
',

ERYE  knockout capability
TR GETE G B GO W 1E U5 1) i

H 5 R T i S A T aE Y S R P RE

Co MEM MW IEA

B

AR DD
'?M'#é’] SRR TN

KE[ESME] gas evolution

ﬂ(iﬁi)@"bﬂﬂﬂﬂ‘ﬁ&i*ﬁwg‘]ﬁ‘é o FHERAL SR BLED AT H B SRR R R R BLAL A em®/g

KRB KK HEE] gas evolution rate

— € W T, BAL BB A GED W 5ORG 45 50 75 5L IR 9 A B RO iR R B, BN R

em?/(g *s),

B[ 2] deformability,yieldability

RURDRREAR 5 (R W 4 i el R . DASRGR B30 I 2 ) B I FE BRI 9 A ) BB T i 5 1

PR E > R IR

BB (BUfP)  hot deformation (mold sand)

WHEZRIFEENSE S EH TR EEL . —BRillEwEr N m 2Rk,
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4.6. 36

4.6.37

4.6.38

4.6.39

4.6.40

4.6.41

4.6.42

4.6.43

4.6.44

4.6.45

4.6.46

4.6.47

4.6.48

4.6.49

4.6.50

4.6.51

36

H¥EYE moisture absorption

P E S B AR GO EREE B PR ESFKIHEES.

¥iMHE  stickiness

FIRDRE R VIR . SRR IR K A ARG S50 & B RO ML R R B R E A 6. B
B S R 2 T SR

R (BURP)  preservability (mold sand)

BEFHEDRE —ENEARARZEF BN,

B[ {# Bt E]  bench life,working time

KB FRHAE B DRSS ZTREEEH &80 B GEO M ReEat ] .

W A B refractoriness of molding sand

HYAZHREANESN. TESEDWAEFRX. FEOWXEETARERD KFE
1550 C Ik 2 h /G RE RS R A B KER

B & B  micro-grains content

FEADPREN 0.02~0.106 mm PR M EESDHEETEN TS,

&R clay content

FHERDPRRENT 0.02 mm FHHRELSDELERENES L.

2 7KE[/K4] moisture content

EERIMRHEETE 105~ 110CHT ERIKS SR, URBERTEREMRESREAEREYN
HaHER.

HYRMEMERY pHE] pH value of sand

Ry s KB e pHE. REWNEDERENEERR. pH HESRKDHEDRERY:, 5 #
B R ETEBRG .

B3t acid demand value

REFER PR RS B, AR 50 g B PRREY BUA R — & B EE (pH B
Brif#esy 0.1 N EhBRH RS R , 414 mL,

PR B3] loss on ignition

% 105~ 110 CHtT , HEBR BF B K AU BV BEAE 950~1 00 CRUIEHERMAE S/ TOREEE
BHESE,

HIRbERFE Al defect tendency of molding sand

ZARAANDEREERNESREEN FREATRERKFR, @E4=E XD EE. . HES
R R B RE R ) . BB BRIGH M F=REN 1/ RBH5RE .. F — R TE 455~600 Z [6], X4
FAEE R F AR B, 551 5 7= B R I B RS

BEM  colloid index

Bk TR . —E B L 5K EHE — B, LB RN ERE S 23R
EYOKMERBWEBRE SRR,

[iEfE  swelling value

Ve I TR AR HE AR . PREURIE L4 3 g, B\ 100 mL EE T, 0 5 mL ¥REH 1 mol
BELEERAKERZE . EOEHE 24 b, BEF P IR S EE .,

JREFEE  swelling index

MR TR . AREELERABZIMA LKW E 24 h )5, 2FEFEBRRS
W ZRAEK AR TR S8 £ B HAE (mL /@) R R,

T BiX5 methylene blue value test

F A i o A 52 5 R R R B I R R MR A R R B I ks L MR R R
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4.6.

52

4.6.53

4.6.

4.6.

54

55

BY¥E . AR WE AR ESE L OPERRE LS ’YAR.

E¥%iH T BE effective bentonite content
HEPRENNDRNDAEREERANER LR, AREERBRNE.

it ELE B YE]  durability

mBAR LA R HEAERMNESN . TR EAEEHMKHEESRRRE, BIDi
FIPEEE B R AR E .

®RIYE  brushability
BHRERRBREFHGORE, PEHR FHDRREDRN TZEE RRE SRR
BHEH K.

BHHEME R melting point of precoated sand

ERERT  BED BB ISET BE L BB EE —ENERE. —BK 96~105C.

5 HETZRIHRIZERE
BEARRE

5.1

5.1

51

5.1.

5.1

5.1.

5.1.

5.1

5.1.

5.1

5.1.

5.1.

5.1.

1

BEMRE  castability

EREFERELBFRBINEER  ATRLEFGNES. FECHE . SRAHANE. RS
P A | B IR B B A B A R VR e DA R 5 AL AR BB A AR
A%,

WahE(&®) fluidity (metal)

SRESFWRINES. AEASHFELZRXZATRIERENKERETE.

#AFES1  mold-filling capacity

TR AHHFUAR, KBRBEN ERERNBENES FERFELZEREWN R
TR EFBEEE] delivery rate,pouring rate

SR N PE RN R R BB, AL ke /s ARHE 0 AL B A E A HL DR R R T R E
BERGHBEEEHER.

s AlEtE  filling time

& R WK B FF 26 3\ TR B 75 096 U s BT T B e 1

BB AE  pouring temperature

SR BN FRE E R .

HEEEE  specific pouring rate '

A pE S A IR R R AL ABAN SRR ER, BN kg/(cm® « s),

BEERTE]  pouring time

SRBWNFEATE ORI H B R R P T B A B ],

P AR  equilibrium distribution,equilibrium partition ratio

BEETERSEEN  FREBAFSHRAHPTRENLE K . K RETFEHEKMBALZYH
R, BN B R RS R BC RS R R SR R AT R B R

10 &M solidification

N

BEEEHEBRBRETRIABHAIBAUTHRENIAESHEEIESHITR,
BHEEENE solidification range
FEGREEEYRSEERIONTFHEE ZEE T EMERENE. ETERGTHRNZ
FEEREE EWBHEABIBHANEEEE.

12 #FEWFE  solidification time

37
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5 1.

214

=19

.16

i

.18

.19

.20

- 21

22

- 23

.24

.25

.26

5 11 DA T T 2 4 2 5 4 G 1] BT 22 D g Bt [ o SRS P 8 5 R R [ 45 RO I 1 s [ 0T At 3R
77 15 ] I 1]

Y5 5ER  proportional solidification

SRR YS H et B2 A AR AR B 1] Bt T e AR A A AR T 4 8 g D R R P R T 5 M
A BB I B AN R AR E 1RGSR R UL SR M, o B B () W e S
P WO 5 AN AR L BEA T R — FREE R RO . HE DU TAMESE B AN R B A0
W T 5 11 R 1, R D 785 5% 12 1) JL AT 245

[ Bt & simultaneous solidificatio

108 780 PRy 5 0 < TR Uk 240 TG 1 R I 1 /N s AN B 7 A R Y
NER R PE, oD e TR T FE 92 1 & i HL AU MR R

o B B

RO FiE WEN-JuliE Rl

A i <52 i 5 O 35 o BE A R R
g1k ; Ay 1€ ¥ ¥k E 9

<& » FLOE ) Wl 4 S o T - AR AR

=4 ﬁﬁ!’i/] *® £ i T AL A g 5 R %BTB’J( fﬁﬁ
QD»L REP {

HHE W4 free contraty

< A DA GE 11 A 0 1R % 1 N W A ok A, ARz
% [H W 48 hmdered contraction
G0 L 8 B AN 2 E1 R b, 32 BIUMLARVE A RO BELRS . BB B i AT AR . A2 PELR W A 1 — /)
T B WA .

Y454t shrinkage allowance

AT M RO B LA R T RE R T R U

e AT R [ 3 S4Bk ] eutectic graphitizing expansion

TR BTN TR A B B AT e oy R T I R e AT o R B2 E A TR, AT s s IR0 0 4 T T 4
WL,

UL 46 )% 11 contraction stress

B 1 A0 1] S WSO o TR R L RS L 8 B 0 AR R A 8 e EL B A A 5 AR ) 5

P e H H AT RO
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5.1.27 #J% )1 thermal stress
o 1 O [ R A R o, R (] A R 2 AN ) A T 5 S S S T

5.1.28 AHZEMN. }7 phase change stress,transformation stress
G b T S AR, 2 3 R BUR A R A A Ak T 5 | B P Y T

5.1.29 %M. 4] casting stress
T 11 70 B8 P 8 20050 A2 oy SZ PELUC 4 VPR RIS S R R 5 R A Y. ) . BRI 7 34
N AUAE AR B 7 g R B A

5.1.30 BENSI[FRANTT1] residual sie
o 15 [ v 01 )5 5k i AE P Tﬂ%hé’]%ﬁ

5.1.31 &4Z%W4%E ® * e mmegutraction coMgficient ,free linear contraction co-

5. 132

5.1.33

5. 2:2

,/ﬁm 5 15 198
PE I B (] 4% 78 1 NG
5~ 23 ;Wﬁ@ constructive

g e EIEE ., it BLED Ji%!ﬂﬁi%ﬁ J‘»E&L%ﬁIL*ﬂ%iﬁIZ‘%%
CAD/CAM Ko 55 {1 € B AR U b 4 A5 1 T
5.2.4 FAAHT mold filling analysis
Fo AU B, B R A 2 i 5 TR W 2 T R A O Bl , i s AL L B (] A A Ak Bt
R,
5.2.5 ¥ T 22411t foundry tools design
FAET I TR &M, T 2R AR RS D B R R RS,
5.2.6 #rE 12" foundry molding drawing
FORER RN VDS TR GE DR TE LT LN AR R A5 T R TR il (4 K DR TR A A S 9 TR
. ATHHMEN LEFSSOCFREEHFE L S A2 T A,
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5.2.7

52.8

5.2.9

5.2.10

5.2.1

5.2.12

5.2.13

5.2.14

5.2.15

5.2.16

5.2.17

5.2.18

5.2.19

5.2.20

5.2.21

5.2.22

40

#HiETHF foundry process card
FEEMATHSER HO BE FEREREFFEN T I AAEHE FHMHEE
B, EM WS RERE.DE VD, S0, 0L BENAES SHER . BE D REHRT . BR
R, &R, BT, H AN, THEM%S, WA ARERNERL T ZHAE.
HRIBEAE  mold assembly drawing
AR EHUSATHERXAN TZE AEFGREALE ASHE F5 . B 7. T
BHHGEIRT B E O RGEMBRAE, UADHERAMRTE.
%EE[BEE] drawing of rough casting
B TR R AR E R MR, BEE AT HHRRSB M EERE. B
RECHENFELZIR, HEE. . TZHFSNXFRE. HEEE - THRE. TIRE A
FHp L FERTAE N TEE . FHER SR OB, FHRBREAR RS,

W1 T2 ¥R preparation for casting technique

HEFFHEF BT —RIILZEE T, WEE BHEMITHELZHE Rk #iE.

BETZFRAHERFEARTZF, RDAEER CEMRteBSEHRTI. X &

B gt A PR S5 10 A A S8 0 AR R 5 PR AR B ARl I RE E B . |

#H %t casting design

HRHEF 0 TAEE R e TEB KT % iRt

PR AT reference face for machining of casting

BHHERTR BNV T AESUMER REENEETE.

5 & 4EM cast fabricated constructure

BHMAMTHENASHE. A TR TURFE BERIREMIB T RERE. HEEWTH

MBI MHET R P AT LB R E, FREMES S SR PSR,

47T  mold joint,mold parting,parting face

BRAETHMESE.,

A¥4rEIE  irregular joint,irregular parting,match parting

EHTE SRR KR,

Fir#6srZH stepped joint,stepped parting

EHH AR B,

A A transition angle )

AP RE ERFEELET S FEARA, WRARY, SRR EE T E, LB

REfEH .

SARUAE  joint allowance,parting allowance

R O TE S B TR R, R E AN R R R T

BHENME  pouring position

DR H RS AAMALE . 4 BTE HKE EESHAR S BIRK P EE EERE

AP

LZ#%IER design modification,molding allowance

HTLE EMRE, EEFAHNBALENTE LN EREREE.

HEP B mold thickness /

D) BPRAEREIDANE EJEESAEWESURMEZ NP EREE. () §F

EREREMDERE.

# 5 pad

HEME OMAEERR EE OHEER,. MEE O MEHNEEHEENEZRER.
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5.2.23

5.2.24

5.2.25

5.2.26

5.2.27

5.2.28

5.2.29
5.2.30
5.2.31

5.2.32

5.2.33
5.2.34
5.2.35
5.2.36

5.2.37

5.2.38

5.2.39

5.2.40

ATIERE  intersection .

Fp R ZREMETHTA. X LT XEBR., TBREERBTNY B P, 7T RRE
AV R E RS DR ES  RSRREE M E TR T AR,

FFERBE(XERE] X-junction

FBUHRERR X ERE. IHXEERABRGTERT N BRI R EEHRE.
WEALEA] fillet

F AR RER MY B A, IR AR B & DL E S M A A W A S N AL R/ AR R KD
SHZENERAR. AXEAR BAYRAKR. FEERMAXHHEA, THEPHES
JBAHZZ BT B AR .

A5 hot spot

EREESRY . HFHA LA E R ERZBHT AR,

FEHLFM] ribs :

HTF#HELZ EMTE, EF G LIRS, —RENLTATRE . REXER BHREG. B
BT L A0 IR A 5

s g CmikEh ] stiffening ribs

5% MR EE . LINE %45 B0 SR — AW 8 5 R B — RN B 5 R R
2/3, TR AR5,

¥4k densener,chill

R ImEHRTEHRHEE, EDA D EROSTABEFZRN SRS BAY.

A%k surface densener

R OB AR LR,

H¥ 4k  internal densener

MEEREN ES5HHFBEEN—BRWERRERANERY.

B4k  coated chill,indirect chill

5% AEMAORERE D BRI B F BT BN BREM, BB L8R T1E
AL

M| ¥ Al forced cooling

AR AN HBRAFREF R AN T L.

HEEAE  pattern draft

HERREA G N FR R B AU B S &R P FEE T M ERES S &R EWRE.
ERIT 4] cope,top part

TR HERY ERAT.

TH[IFf] bottom part,drag

GEIEET A FERA T,

RUYSETE  mold cooling time

V. HFHEFR TR N, RN ERE THGEDERE, REFGER ERE . H5
BE.GERHNMAEXRFTRTHE.

AR mold cavity

FRTHEEIST RERERBEGERREDRENERAABANEEHEESLERHE
238

HEHR4E  molding allowance

HIEEDR OB RFEFR TR ERNFHERST 2R, EEE LR E,
#hi&5it  sand core design

41



GB/T 5611—1998

5.2.41

5.2.42

5.2.43

5.2.44

5. 2.45

5.2.46

5.2.47

5.2.48

5.2.49

5.2.50

5. 2. 51

5.3 BEOAS

8.3.1

5.3.2

5.3.3

ik LEBWIT A Z—. B i NI IR 4 B2k 40 8 o 8 Sk (R BR };T:'%&H(ﬁ)(f’ﬂ
Bl FE 3R B0 A 0 Jfﬂfi&ﬁ?ﬁf\' s bR A8 SR AR AR AR AR Sk R E BRI L 5

B3k ROF GRE T RRD 5 BT S 8 5 2 B 7 ik SHE S MG & RERE iR 46

e core print

(1) BRE L fy 28 3R 41 , 78 84 P9I RG0S BB 5 i Vs 3k o (2) ALGES 9 A4 » ASTE B 5 14 46 D3
FURRVE NGB B 5 LA S LA SR RLES

s SLJE] PR core print clearance

A3k 0 R 2 [ B A G T B

Uk BHE  core taper
A T AERR T S B T R T S, U Sk A
A JE  core seat
L O
SERL L locay
A & L 45 r
IAE 3
A

HIRHE o

ZEL RN

B e AL E L

il T2 LAr Y

AR (1) X5

LB .
it 61 K
4480

B 1 5 HLH'J

PR fELUJh’ér MIEH ffﬁﬂlx%’fﬁﬂu‘?ll/]* HTE o 8 R HT R AR ELDSIE L A P e A
o

‘Z?E'fjr:.{’r—:/:’fﬁiﬁii‘ design of gating system

AR B O A1 0T AR R, DA R 86 1 4 2 1F » 0 8 R De AL W M e i RBE AL 33
7% T i T AT 78 0 e /) B8 THT AR  E 25 D8 T g A8 R B L R T R 9 45 ) % 4% 2L T I 6 W 5
%JE Hﬁ gﬂtmg ratio

Pk RGP B DG (A BRGEIE (A N e iE (AD I REEOE AL . RIS T iR E RS
Fy SEL T 48 Tr A st At R 3 A AR TED AL DRI AR G DR L W] 4y o 2 A <AL, <A, FFFIA
RHERL; AI<A A,> Ay WEHHARERS A >A,>A, AEHHRXBEERE.
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.3.4

O o0

.3.6

« Qi

+ 3-8

.3.9

.3.10

o3¢ 11

.3.12

xge 13

-3 14

«3: 15

.3.16

.3 17

-3.18

.3.19

- 3.20

B PEFE RS choked running system,pressurized gating system

TR IE TR R T 8 AT ARSI, R T LR R O P R AR T RS R
B PEE RS enlarged runner system

T DR IE M A TR AR /N A 0 T T AR A (ELR T P R AR TR AR ST Y DR R
TP RS non-pressurized gating system,unchoked running system

BRI TR /N A 0 A T AR S A AR 1 AR TR AR RN P T AR R A 8
ERS,

Brep A ETE RS step gating gyus

TES5 1 1 = JE 7 1] B 18 DEIE {475 il £ i) *UGRBLY =3 10\ s R NI =1 R PN
ERARIERSR ;

8 W H U 55 e RO P K (] h% INGE N IS P B8 T R 4

E*ﬁ%iﬁ*ﬂ s,/ Al il o 2t N SN £ I e 2 S 3 o A A

T ARl & top gating system
7R 00 5 | N T S ) Y

EFEATRNAY system
15 i 4 J NPT RERSA .

7 FL 41 L EINGNERR 5 PP s i el R A o v
T 3 B4 U 0 A i 2 1Y P
RREFERS.

PR A choked area

FE R TE Z2 9 H PR <8 W7 2R R Y /N BT

KALHEF  large orifice discharge

FEHESE SR ANT, S E U BUE S N RE T R HE AN T 5 e ARk
B, PR TE HH 9L Sk A B B AR AL AR B R AL MR O o S 22 MR A /N AL AT S G P R A O T
Sk o0 JBE A 728 Ak W B 2 T O/ N I e T — R L AL R, PR S TR Sk R AL S 58
FRVTE B N RE O IR B BE R A OC, B 5 BT RS e E AR HLfE A G
FO#4MEO ] pouring basin

55 B eIl T 4, F LUK S NG &R ) 28 3%

w-rate equalized gating

#J,ﬁJ:TﬁJLF’@H’EHTF ] 1Y) BE 18 75 J2 2 Js [ I 78 35 1 B
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5.3.21

5.3.22

5.3.23

5.3.24

5.3.25

5.3.26

5.3.27

5.3.28

5.3.29

5.3.30

5.3.31

5.3.32

5.3.33

5.3.34

5.3.35

5.3.36

5.3.37

5.3.38

44

B blanking-off plug

WEERODZLOLNETF. ROZRBESEE EFAHENFHRTE.

P O#F  pouring cup

RAESED, B SR EREHER AR, BV ERETRYT K.

B PE sprue

REASZTHEEBE. BFHFAF "EHNEE.

BHPHEE sprue base

BHRE R MY KES .

¥iP3iE  runner

BRERETEREREM N REAKTEBERD.

BB HEE  skim runner

HWHRBECHEEE.

HEmBEE (BIERS) dirt traps(in gating system)

REFEEARE, kAL BIERETRESRENEI R, S EES SR P85S B R
B,

RN E(BERS) reaction chamber(in gating system)

BERAEN—MEARRS ZMATHERESHREZE. ATENEET B REENRLERE
EEG. REN,ERBEZRNZHEET BRIRERKMRIY .. KNEHERGERNR
20 F A AR S BRAL 5P A9 A R PE A e D AT i

‘HNPEE  ingate

BERED, I FRSEBHENEBEH TS .

KB  lip runner,kiss runner

ROREEEREA% EFRERMSRATERED.

£ HP O horn gate

ERZ4AERBMEIT . BERTBHBUYRERD,

Pt i baffle core ,

WERDARRERE I, ZBLEER WD S B0 KR .

S IEM ] filter screen,strainer core

REERERSES, AUBREBEPEESREGM )T . Sl HiEE RS HEDH
B B TP AL VR R KB R i R . R AL B AR, AT AR SR e A B
AR .

B O riser,feeder head

EHFHNEFENGREGHARRSRNTE. UHREZERRENSRE. E0ARTEEHRES
KREREA.

HiE 0  open riser

SEFAFELAEMTEISEMED.

B8 [T  blind riser

BETEAMEFRUTE, 2T O RADEENTE DSME o,

ME O side riser

REEFHEFEAERINEHE O .

#ME O hot riser,hot top

RBESRBRFEENEHEONLKR. EBEREE D . ARE0. . AREORERREHT
A#HEANEENE O, 28 ORMEBERER FFRFHEFREESE.



GB/T 5611—1998

5.3.39

5.3.40

5.3.41

5.3.42

5.3.43

5.3.44

5.3.45

5.3.46

5.3.47

5.3.48

5.3.49

5.3.50

5.3.51

5.3.52

5.3.53

#8810 insulating riser

DUEE SRS M EN UREMEMBE D . 5% EE DMK, RIEE OB R/, BEE AT B, #h48

BES.

EE O exothermic riser :

MEOM—F, EEOTH LERSERBERNURRAMENED. BTERE DM EERE,

®wE OHEREK,

B#ME O electric arc feed

FERABEEIIMMMED., ATREEDREMMEHE. EHTREENGMMNE.

EHE O pressure riser

BEOASKERFASEMNBED. FHBANERSAEENE AHASKBEASNE.

REEEHEH gas-delivered pressure riser

EEOARBESBIRSYWRR S, UBSLEAMINFERREE D,

KEEHNE O atmospheric riser

BEESPDOHBDERKSEAME O NERBEANE, UREHEHRWEED.

SEE N  knock-off head

EEORFEEESEANED.

BLOHEEE O whirl-gate riser »

HERBESHEEANAE O . HNRERVLFHSIANBEERB T EEH ERTHE

M 35 HE s B 1) F0 b O et 8], 75 T A 8 AT BE T, B B P A B R SRR

B8O cold riser

SRBELHEBHANETOMED., RAGR. HE . LSS, B EMERK.

ESEEHO0[BS0] flow off,pop off,riser vent,whistler

EHERELREMERAKR AELAMNESEE., TS RENZRENGSE, 3775

PWS R AR ER LRI E .

H &3t riser design

FRT LRI, RIBFEEH . FESEWER R  BERAEFER  BEE OAEEE. &

BB E e, BIEWME T QAL BB RTMEE, SR %,

RS  inscribed circle method

Witd O, AN GHEE B EFGREREN T WERERTMEOZN, EHEE

Ay K. A ARE THERER, 8 MR OCETERWEEZ £, ERH

5%, BRI 5 F4—MmEAHY, NES—MERELE, #ARERMEHE T 0w,

BPGHEE(EO) moduli calculation method

BAEHERERBET O RSTHFE. BEOOTRKBREEE, 2& BB R —MrE.

BB K T B B[R] . M=k R /R

AP perimetrischen quotient

VEHEBE SRR Z W, q=V/M, RRHE (@ RRETUEERT SR T

FRPHEFN, F AR RN E D RERRK, § 0 ARAERMIE RN, E

OMEMBFEEN T HEORE . FAREESSINEYE, TEER. TEMHEETOR

it

B OME riser efficiency

Eni# 4% ERERESEURGESRERMNE S, . - HHEBE S,
HOMEE=UJ—F)/IX100%

KA. I —ERRASREREIIER;

15
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5. 3. 54

5..3- 55

5.3.56

5.3.57

5.3. 58

5. 3. 59

5.3.60

5: 3. 61

5.3.62

5.3.63

5.3.64

5.4 B L&

5.4.1

5.4.2

54.3

5.4.4

5.4.5

F— B 0 5#R& )8 H I8 A R
#h4i  feeding
R AR GEEE 1 1) R 5 A P DA e 42 B 00 285 R I AT 4 1 < 0 L SR o AR AL I
M B K 1 1) 15 [P WAL 4
B[RO AEE R effective feeding distance ,feeding zone
B A BN RIS BN 015G 38— (002 53 21 65 1 P JC WAL 4 e s DX A< BE A 3R AR BE G
5% G R B ER VB DA RE R RIS FR R A X,
#h4E3m3E  feeding channel
e BE R S S ZE T 4 e RE M\ G g IF1] 54 11 D 4 BN O B0 1 B
JZ4b4E  inverse feeding
HE A3 AR Y, MR e MG . K K M S 0B, w s ok

ERRE

%i‘r{ HET

=y HE ]
i =Y &

Elsk
(UNEREY { & . BOBNA— SO R . AR RO
HEiREH— IR IR

HEE

or height

U N 0y B - o g I L B
ENVARE | 7>\ RS &4, g i - YN (G RN ]

ey 1~1.
SE Rk 8

bﬁvﬁ»%?lmﬂ V‘; A0 B, RBA® (. S 2B O AR 1/10, 47
FHARLI N E I

found

i T2 4%
B p A R b i A I L i R Pk, EEE g
JE A A FY Sk VB 5 L 5 Tl Fi | T L
ity pattern plate

BREFIBR AR S i, — A e DAL B DORORE (L3 . MRS AS PR AE“BUAR

ZH & HiHe  composite pattern plate

H [T 2 1) 380 FF AR ASNE R R PR B 4 ) M AR AR 2 LA AR . HE PN P2 1~ 4 BB A
& o JiH /M 22 o R

AE B match plate ,

P 2 A B8 T 2R 0 70 ) 22 28 A (] — A5 VS AT T T X R 6 8 P Al . T D T) — AR SE i B RN
A,

PRI AR single face pattern plate

tools eq g

LN AN RN TN &
BB R CBERSE,
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—TH A BRI . T MR R AE PRI AR B 2 B PR O _EREARF T AR .

5.4.6 #itk|®] pattern plate drawing
R )38 S e ity B A . S BEAEFRAR B R RT  RIE R G A L SR E B2 HE.
FBFEAERLE AR AR . S S5 AL RSB N2

5.4.7 Hiti%it pattern plate design
FHi L2RGERITAAZ —. EE R BURAREEH BRARHE) (BB S Rt s b4 03 &
0z ke W AR R TE R UL L g AR L R IE R E DR A T SR .

h.4.8 %R[ﬁ#T)ﬁ(}i‘] p"lttern maker’s rule,shrinkage rule

T T T T L 1+ 6 A )

h.4.9 ﬁj(ﬁ?[ﬁilg] hot dimensiog
AE T TORE it TR B i : IR L2 EON 2R UL 1 : 1 89 Ee e B A

5.4.10

5.4.71
AR B (B
5.4.12 4

5:4.13
5.4.14
5.4.15
5.4.16

5:4. 17
i RSy (AR RS
5.4.18
JE ¥4 B0 7577 A7 T 1N
5.4.19 HIKEL  loose patteNy
' A R 0 B
5.4.20 #EEHL one-piece pattern,?
F- Tt AU R A G o0 AT (R fi A
5.4.21 L[4 JFAL]  loose pattern,split pattern
oAy 3 BUFN AR R, B LSRR G AE R, R BT A ARRE . B8R B R g o BT IR A 3 3R
BLFERR Xt o B
5.4.22 4r#if  parting line
ST SRR B AR 59 LA B4 5 B0 4 BT J2
5.4.23 HERESrY  pattern classification
Ry RSP 35 B T AR 7 6 O 1 O B R, 0 D B i AR R L RS LA S T 2 BT B A 1 Jo 56
%
5.4.24 5B loose piece
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BERE_E WY EBCREIE S A F 0 o AT T AR | o B 0 e O T e o B AR AR
PR IERE

5.4.25 ®#H {lask,molding box
¥ A B —ER43 ,  AA A SR R I AR AE
5.4.26 AHEWF  built up molding box
mA TR H G MR, BT REFE. BRI A,
5.4.27 ®#HitT  flask design
W\ E T L0 BB M R MR & &0, B E DR T F 1 B R R
F,EEDENEN.EE. e e ENRIT.
5.4.28 %% mold jacket
BENEEMERDRIENDAE.
5.4.29 E4 hollow pin,stub pin
BEEETHLENEH. SLERS SRR EEEER. BEESHN X TEEHTEANR
—BFHFANKEEHNSIIELEERH . FHHEESHERGE.
5.4.30 4[4 ] cross bar,flask bar
S hnaREY BUGR RN D AR A W BE R DA UAE B H BB E M A A R BB, H
o B W R B e AR AL
5.4.31 i5#&  core box
3 D O B A P ST KBRS BT 4. HABE S ST RERMR AR .
5.4.3?2 &1t core box design
W48 % 558 L2 S FJ??EFHI:’!’J%‘JIL»I LCMEE EESEMEL BE SRS R
AR ERGHMASNESHERMR . REELZRERITARZ —.
5.4.33 &R core box drawing
HESENIKE, FRER S ERM, ZR B EEMAe . &l EEME M T%.
5.4.34 P& half core box
—MZATHERFED S RA o0& SE, B HHEMERN R ER 2 M.
5.4.35 MRER L&  troughed core box
T& LAY B R 4 L P AE A AL BE Y L TR SME B B T AL B & . fiﬂ‘ﬁ‘]f'/'f HHk—EH
HE MBI, 5B 5 RS
h.4.36 4r&T parting of core box
X EE S S A BRI M . S & TE R AR T, R TR GEE AR KR
H .
6 RS
6.1 Wi
6.1.1 B HA[#4LIE] sand preparation

6.1.2

6.1.3

6.1.4
48

R L EBERMERADHETE B R LR, SN ED T B R,
Rap R E#4H sand quality control
FRBREEHEFRER GO RSB EAYE . 1M L2, X BIR &) & 0 F2 5 47 89 1 A
. AR FMERERAE, AR E IR, KW H AT, RRRIERE S,

R /K |2 ®  automatic moisture controller of sand

RIBEAD R FEERE (B B A B /D SR EKEMHM R RER KRR,
IH#P4b3F  sand reconditioning
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6.1.

6. 1.

6. 1.

6. 1.

6. 1.

6.1.

6.1.

6.1.

6.1.

. 6.1

6. 1.

6. 1.

6.1

6. 1.

6.1.

6. 1.

6. 1.

6. 1.

9

10

1

12

13

14

15

16

17

18

19

20

21

22

RIS ED S G E M AR,

IH# B4 sand reclamation
FBERE L RIR K B SR S5 O AL B 1B b A B b iy 72

HEb# B4 thermal reclamation of used sand
WP EUR R, X R R EEN D HESEAR. ATHEECFELDHIED. IR E
W T IK 96 %6 ~98% . FrAEWIERE S5 Hib AT .

BRI B4 wet reclamation of used sand

PAZK G R PR R o R L BR B BB B AR R .

IH#FEB % dry reclamation of used sand
KA R SR E S ERVRER SR, R EEEN HD FAERAR. HABERNT %
B, B, 0, A, FRTEE AR B, KREGE U SEE.
IH#PE F#  reusable rate of used sand .
MITAAEETUEAZFREHNED ISR RS HEHADRED B’ E L.
¥ #1  sand cooling

BEEHREDRANEZRMER.

PRHHIBEE  hot sand cooler

FYURBERE S BUK RS T EERIEDE HE RS . MUEE S R RIS R
WiRE5 %% sand temperature modulator
BONERDIEEADREEMNE—SHEMNAIHEKE.

¥ HIEFHL  coolelevator,cooling elevator

BAHLHADHBRE . DDERABITHEE, ﬁ%ﬁ%ﬁ%ﬁﬁﬁ% |l % , 5% mp R 2 RER
BT B ES .

PMEFRHEE  hot pneumatic tube drier

HRSHARMBTEDHMEE., FEHBNIL.ZER OBE. B EHLHN.
R fluidized bed

MEFRASKERRDH BFHEOEREAREE. EFEETHHTED S B, H
B Rs TSR YRL Y SRS B R D e .

R  rotary screen,drum screen

— B R IR R R SR B T LB A R .

BE YR  magnetic separator

R P 7 B B R R R A R ) VR R TR I IR

BE BB drum breaking screen

— PR3 B RD AT TR AR AP AL B iR 4R

P riddle

BAE M ARG, HTERDAEBRARY .

B #E %A, sand scrubber

WL 5RO BEHR, AL B AR AL B R (B O HiR % .

WIRHL roller

— MR AR RS SHESREXNEDIAMHC ERE R ERE. A TREDR MLk &
REEARKAS, R SR ESE.

Ec#> formulation of sand mixture

AERIRD W R — S MERER LB R R IB R AT BER R EE L, A

49
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6. 1.

6. 1.

6.1.

6.1.

6. 1.

6. 1.

6.1

6. 1.

6. 1.

6. 1.

6.2

6. 2.

6. 2.

Bx 2

6: 2.

6. 2.

6- 2.

23

24

25

26

27

28

29

30

31

32

=it

1

4

5

6

W W%’éﬁ]ﬁﬂAttmﬁ’JﬂlﬂzﬁﬁﬂA

TR premixing

TEIR R Z W, e IHED B> R IR IR S5 BB TR & 0 L)F . PR B 7EIH 1% 25 FEFUR LA
PEAT o 0 F] E XUV EIHL DY [R] 6 v VRN TR o 08 L A0 7K 5 okl b BROAURS 3] BE , — A2 i il
ik .

IE#) sand mixing,sand mulling

KR R 25 0] 0 B T i BB GEO 0 g ok A2 o 3 ok TR D LA B L BF TR A PR 4 L (R TR k1
WAL o3 A ¥4 53, T B, FRAHORS 45 FPLLERb b b P BOREAR , 38 & T A L i A

RAPHL  sand mixer,sand g

B A B A S R Qi & 21 5y L fif
il 4 .
LRI
R TOH: 17
Eﬁﬁf’) Ly

H 2 STHR & 2500 A 28t B B A DR AR T TR

R IRIEM R R 2 M TR

L1 TR il KB B8 K JE R

w7l molding
F AL wD &ﬁﬁéffl R
AR flask molding
FHRY Fi V8 o 5 0 ZH R o 1y i AL i M R

TAERERL  flaskless molding

AP FEW R DT, E B TS AR ST AR i 1 B ik
FTi# %] hand molding

AP L Fah TR MM ER L.

Hl#%1E % machine molding

FHAIL A5 4 78 50 i s 3 /0 58 i R D R VR I 68 8L 1)

HbrE A pit molding

AE V- 187 AT 6 00 370 eb sSOCRT i 30 ) e A i R ik

UGBS BUR
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6.2.7

6.2.8

6.2.9

6.2.10

6.2. 11

6.2.12

6.2.13

6.2.14

6.2.15

6.2.16

6.2.17

6.2.18

6.2.19

6.2.20

6.2.21

6.2.22

b.2:23

6.2.24

&R floor molding
i RKBHEM, TRARYAE, %*ﬁ#ﬁkﬁf&ﬁ%&%@%iﬁﬁé’]ﬁﬁi

Al stack molding

KL EH LA R E Sk, R 3 A D G ny B 7 2

Z A multiple-part molding

A=A SR, it B G WA B Bl s R+ TR . S0 e
— A 300 mm,
WA two-part molding
JH A1 A8 2 0 2

B4R oddside mgld

I 0 55 ) 45 4 1Y A6, H FARFOERE, Wit 5
A (HA R Y

%ﬁ?ﬁfﬁﬂ )

] B TING R <N i AT 2 Y

K 515 B B A T

e A ) X T

Ui Kl AR L R B

0 457 S A A ) AR K

A TR 2
TE R R ARG AR 30 1, F LR (T el o} i 5 01 S 1 565 78 7 %
S E#A high pressure molding
FE S RD B FE 11—k 700~1 500 kPa [y 1R 1,
B E® A injection and squeeze molding
RURDLE 7 F S NP A8 , Bl S5 AR PR 92 ) i B 7 8k
AU [ B S B B A, V i A ] vacuum molding
A 7 BB TR S5 S s i 1 AR s . B R B RE S5 AR A B T DA S BB IR Z 18] L (i BY
FEAS e o g 00 K S R, RIS e T 6 ) S R B B B R T A VR
SpiEA!  air impact molding
FH RS B8 FE 40 2 < Ik 8] ¥ i iy 7™ A 1 T 0 D8 8 S R R g e AR v

vibratory
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6.2.25

6.2.26

6.2.27

6.2.28

6.2.29

6.2.30

6.2.31

6.2.32

6.2.33

6.2.34

6.2.35

6.2.36

6.2.37

6.2.38

6.2.39

6.2.40

6.2.41

. 6.2.42

52

#HESLER  air-flow press molding,static pressure molding
SRWMELIELEEHERITE, S8R M KAETRR L4 AF v FESH /)
flo

YIH &R  molding with machining .
H7 1981 £ R HAMEHRERIZREMVINERI L, AR -a€ 71 RUN 8 B 3RH Mo
MR, BT REA/DMCER, TREE™ A, TN T KA. '
H#ER#EAl  self-curing sand molding,self-hardening sand molding
HAEBEDHEDRCGEMTE.

HASWER  fluid sand molding

ARESDHEDRN T .

#EAH, molding machine

RELWmTRED B ER. R MESFELFRELTREDHILE.

EREL molding line

AR SRR EERANFRRRKE  FFELT AT ERRSHREER, AR
e BB R R 4

B ER AL  high pressure molding machine

MORAREELENWELERN. mEMLsEER. LA EERNE.
ZAhLEEERY,  equalizing piston squeezer

B T/ P Sk 40 B B FE Sk 4T B SR Y R ER R UL Ak Sk RERE BRSO B SR R AT R
T A5 0 U Y 8 5 B o TR 5T .

BEEAY, jolt molding machine

TAEGHE A58 E GRS, X RDHT R LS.

BEEEEY, jolt-squeeze molding machine

4k 0 AT AR AL |

R EEHERY, shockless jolt squeeze molding machine,vibratory squeezer

AR ORE Ky 8~15 Hz JR 1B Ky JLEEK F 312K 1F FI A0 B 34 F N F 247 2 R B 47 B9 18
L. ‘

EEERY], squeezing molding machine

BB B D AR R,

StHE#ERIHN, shooting and squeezing molding machine

BT ESZ[SRARKE D S AN DMHETED MR L, BT B,

SWERIANL  air impact molding machine

B4 = KSR KBRRE MK = £ 8 B i o o B LRI R UL .

KFEARIBEFEERINL  horizontal parting flaskless molding machine
ERREADAENELDL T, T8, 885 RE0H, RSB K FALENERN., &
ATAFEREARWT NG, ELTHES VRS MIRE SN ES.

ZT &R multiple station molding machine _

HHEERR . REDH ED. ED ER. T AFSEHTF, 24 37U TEME TR
AL,

#apH.  sand slinger

AR ML RO R AT EHD MR LM ERIL. FReAMBHX %,

BEiG[RELAE] bumper

T LA Y 18 55 R L AL
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6.2.43
6. 2. 44
6.2.45
6. 2. 46
6.2.47
6. 2. 48

6.2.49

6.2.50

6.2.51

6.2. 52
6.2.53

6.2.54

6.2.55
6.2.56
6.2.57
6.2.58
6.2.59
6.2.60
6.2.61

6.2.62

3G vibrating table

PR FAREA & B BRI . RiB/DTRER, B TRIETFYEEDEE,

##  mold-filling

Bl S AR IHAD MR,

HEMEERHME]  prefiller

e MR BEED R L8, ﬂiu*l‘%?@ﬁﬁq’@ﬁ E?ﬁﬂfﬁ'ﬂ‘]jﬁ@ﬁﬁ:

BE[E®] compacting

R CERD WAL GED R/ R LA #RAE.

ZSE  jolt compacting

ERBEMFREZSP, THhREGTHENDERERESELMIE.

3L squeezing compaction

AW AR SR AT R R RS A S B, AN A B ERTE,

BB ELY  high density compaction

A PHBEXD] 1.5~1.7 g/cm® WEE T B, BRREBEE XA BAWEFEITH0 LS,
MHBEMEFURSTHEE BROFHERRE AR EMLEEFTEHE.BE. SHEEEL
ViR

EW ramming

FLERN, FOESHESKEEADHNEDZEESRHRE.

ﬁ%i precompact

ERNRARLZE HHE RIS EEEDSEL R L TERARLENDRREET
BPPR  sand bed

—ERELTELRTFHAEDE. AThiEMEARERFREETSE.

#Yi casting pit

TE 558 T R _E AR A K AT, P DA O 6 B DA BT A

B cod

o E) TRy BRI A BB X E D BE . SR RDemE. HEE-BRARTEHE
2 1/3. AZARGRE.

E® tucking

FLERNN, BFED EAREHFERARNRLNED ZRNRE.

#&ATHE hand tools of molding

EASEREPRAUSE BHINEREDANTIIR. pE. 85 .84 . KE%.

1%9_@ patching

WRODIRE &AM EUE 5B A% MBI RO %R A 8 1E

BRI TH mending tools

ATBIMEEDANFTTRE. mBAN .. KES.

##% sand rammer

FIEASHEN, FLZHUCOHPRAMFHIRNG TR, FLBRELL EL BEEEF.
#BA8T]] trowel

— IR A TR SR E MM B R TA, .

4 cleaner

HURE DA PR BB MELDRAMERKAN T,

e lifter

53
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AELNEAR B AR, 8 H o S Bl F AN sR A SO BAE TR M ERAL A D AL
6.2.63 WS4 vent wire
FER A EFLES AL ER A,
6.2.64 kil7/K swabbing
AR T 4 7] 2R S 500 £ ) 4 A
6.2.65 /K% swab
MBS R FE R A IR K TE ., AT LR, WK o 2U T b AR B A A
b, By 1k R AR AR s S A 53R ’
6.2.66 EAE stripping
ERRE 5 D B 43 B B L
6.2.67 AEHIHL

6.2.68 it i
A D AR 55 5 1 N
6.2.69 ﬁ*ﬁ pattfrn s 1

6.2.70 mf
F Ltk

6.2.711 #
H e A B 0 6 T AT )

6.2.72 &HI[4 r.é;-J fib A 415 )  mold assembling
EER Y lpmad DI ISRV VI ]

6.2.73 GHERER
TERH R
6.2.74 H5ERRIN 3
TERLFE NN 115 B 5 i R
6.2.75 H5ELIEHEELS strip,lute ,mold se

; ¥ 7E B EA i (DT R IR R =
6.2.76 FA[%4H]
i ALS U, H
6.2.77 Wiff snap flask
A 3 24 AT D AT
6.2.78 #b#Al sand mold
LR ) i) 550 . D B 2K 1R AT
6.2.79 MR AL] green sand mold
PUKS L AVERE S50, ANt T o] B T R TR ab Y
6.2.80 T#AI[FAL] dry sand mold
' TR ER 2% ~14 %O B EL,
6.2.81 FmHT% skin dried mold
Ge A a2 Ty xR s R B AT TR AL,
6.2.82 #=PWPA  loam mold
TEM B i S A BT LSRR, DA TR A 76 s <5 i g 5 78 .
6.2.83 ®WAHLT  mold drying
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6.2.84

6. 2. 85

6.2.86

6.2.87

6. 2. 88

6.2.89

6.2.90

6.3.4

6.3.5

6.3.6

6.3.7

6. 3.8

TR D B PR T TS 24 Bt (1] , AR IE D AL Ik B — 5 TR R BE A A

M4 oven,stove

R IV TN T O P S S

& moisture regain

W RY B R 78 40T R I T) S A RS2 S K 43 R SR K 43 1S SR B BRI RS
REmMOAL.

A+ underbaking

T B Bl i S A T A 3k 1) 0 R
?L%@%Kfé

RS0 o 5 R 8 R K, B S A

TR KT ECHTHRE TR

ﬁﬁ@éﬁ{&éﬁ* 2
o o K> BER X ) T A IR 4G

X e T i BE

iy #1 A

T8 e ﬁﬂﬁﬁﬂé’ﬂ“&ﬁ,”ﬁ%‘]‘@]&(zu)%ﬁ%{?ﬂ@Eﬁﬁﬂﬁ?ﬂ% ;dl <ms~¥5*\"3rf(/f739€

VNGRS R i b

Ty - W 94 0 2 12 (B VRO 15 i eoo®0]d box prgfess, B—set process
P KT P BT F I Ty e A T g
=& phenol urethane™® o0 x process,lsocure

RN AR AL 3R] = 2 M (ol B 2 ) (8 X2 e s 4 70 T TR A O 11 L AR R 3R S R R 7 3
TABR A2 £ ni I 285 1) 8 ik VP R AR AR i o DA AT 458 0S5 e A P 940 005 R o s

BNKERESH G CO, &  polyacrylate resin-CO, process

DA SR TR i R AN R R 45 500 by R & 45 B 1 R TR & 0 W REAR AR 5 T TR RS O OB I RN
CO, WALy 5775

AE LS 0 &7 Ecolotec process

—FHIRN CO, A H B By B R0 i 161 44 1 #2065 4 ) 85 7 %

—E AR CO, process

7K 3 B A 38 280 GEO g wk — SR SO, 1 1 R A 32 2 GED 7 ik

o
13
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6.3.9 EFXFEHMALEIVRH ] vacuum replacement hardening, VRH process
KB EDASDORANEHEP, MESE 2.67kPa U TRFEAN CO, WAL TIE LEE
#) CO, B AL TR K BB 0 N B A1 CO, A&, I RARD T iy W8k .
6.3.10 #$uth&PE  hot box process
g B AR R EEM B ST 180~220CHtN &, R AN R NEAD — e BE
I T s
6.3.11 B\ih&P warm box process
BBRER 150~200C S EH BB SH k. MBI EREES HREWERN LR
BREERE,
6.3.12 —HAAMMFER A HIL: CO,-gassed heat-activated resin binder process
KB EREB RS &R G, 1k CO, ML, BAUS KB MM A ER CED .
REMRAREGODRIES DR RE R EEER, WIEhram s F RS 81, X
W ERD.
6.3.13 HUSHLEDH] core making machine
&SRR .
6.3.14 HFEHL core extruder
FAFEABMESKE, 8L PR EMHRDEHILE.
6.3.15 Ht&HL  core shooter
RAESH=Z %ﬁﬂ%ﬂ&?ﬂlb\@ﬁ)\luﬁﬁ@fﬁﬂm |
6.3.16 AL, F] core
HFEBHF A NALSREINE , S S AR A, BRER R N F R4 5T,
6.3.17 ®i sand core
EEENAESDHBMAE, D5 —RBERT, URSRENBSZSE. DEHEFTRE
HSGE BSOS HY . BRSNS BRI RS EMEE DA,
6.3.18 WA oil sand core
AmmB R SF.
6.3.19 #ESX®i> pencil core
BARBOWME . FRRKEAEID SRR FRATREOARECHEBEWEBRR TP
Lo
6.3.20 WEHX embeded core,ram up core
TE 18 B 2 T RCTE AR BB 2 L B S
6.3.21 4 FFits  split core
s F B R BE 40 I, AR NS &S AR RSB EH. BTFE, B ER
ENERAKRERNBSE—E, By —TEE.
6.3.22 /& hanging core
RN ERELAPHDE., —RAKLERRE LDAET L.
6.3.23 E[BUEH#E] chaplet
DREAEMEER, TR DS BEDSMBSDEMG SR, RSB R
HERAE.
6.3.24 BH core rod,core scab
BABDEHHUMBE RO EHE S REEBHE,
6.3.25 BB AT core adhesive
IR A PR S B A SRR . BERTHRRE>0.7 MPa,
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6.3.26

6.3.27

6.3.28

6.3.29

6.3.30

6. 3. 31
6.3.32

6.3.33

6.3.34

6.3.35

6.3.36
6.3.37
6.3.38

6.3.39

6.3.40
6.3.41

6.3.42

Fh R core joint finishing allowance

AR &SRS S PR EEE BN M T AR, &b 0.5~2 mm,

B Pi%  core preassembly,core subassembly

TENUACRD BL 5 18 A 7= R b, P4 A P T A 7 B s o2 A TR, e % B BT
FRE TP AR KRS RME. FREET B SRRE D& e A8 AR5
HER

#hith4r4k  classification of intricacy of cores

WEDTERBENAE, —BRONAR. —REBREH MKEZHKEDD; ERE R
BRI, SORERMEATROLRED LS RBE.

fEAL[E4k] curing,hardening,setting

(D ¥ EAD R CGEEIHGEOD PR EHNER RN ENRERRENSE. 2k
AR RO AV R B RS SR R A B R A S (S & B M i Bk #
HEE. (O HEFREEATNESRARTRNERFARENERYLR.

®itiiE4k  core hardening
DEEREZERIIEREFEERMELBRENTR MEFHCDHAR, S A BEMR
TERRAK.

fE{k Y] curing time

WD RECGEOE—CEALBE TESENEF T,

EALIRE  curing temperature

PRV EMRBEG@OESENBELTIEENRE.

HESGE[HAFL] vent,venting channel -
(D RS, FHERERENERO AT RENAERLE. Q) RPIFADERGE
B FEBAR o R B (BDTE EIR B HER .

BRIFLOETA]  vent wax

HRCERD G o [H) 1 B TR AR, FERD S RS AL, B R HESGE .

LMK over gassing

AR AR R G R B U AR BRE . KEBPA GRS E, S H
REMA, B 55 REERKE. .

MR core baking

AE MR MRS E AR, FERE - TRENTRE.

BB #SY  core drying plate

TR S F S S R B A BT o R SR F AR .

AL tower stove

ATRMHBEEFWEENEEXD SR PREHEREKIINRED TN TR,

T4t overbaking

DR GEOME LR, SREREHIR BREE T, FBR R CEOREEER, %45 L0 IR S5
(=

BEHL  core grinder

FERD B B 38 R M pLER

TFith  core setting

A TSR0 A SR N2 AL B BRAE.

TRFHAREIER] core jig

ATHAAEOERE B TAGHYEKE.
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6.3.43 TN E  core setting scale

W FRIBR B S A A E SRR,

6.3.44 Jiiits  stripping of core

M G A b AR

-6.3.45 HUSHLK core-stripping mechanism

1 A8 Ak A DS B B S LA . — A TOUAT JBCLS L B 3488 A IS e 5% U = Fifr

6.4 ik L2 E

6.4.1

6.4.2

6.4.3

6.4.4

6-4.5

6.4.6

B 2

6.5.3

6.5.4

6. 5.5

6.5.6

6. 5. 7

6.5.8

Bk A2 Hi ik 45 foundry transportation equipment
¥ 1 4 W) P A T 5 i o 1 D '
%K.

& B AU S s B R

PR ShAIL A Sl A ) 1 R i L. R F 0 4 [B] P9 B S

TEEPE I
SR A 125
A F 42 e e
+K&ﬂ’

ew conveyer

W e

TE B 7 5 e L ol B S Bk A

Vs Y
ML sdgdednd

T AL LA ; : N 2f Higt W AELAD B ) 28
ples  feeder

B o AR TS E 5T
H4ML  closing machine

B U A, NN e 8 BT RN G R . & RS SR ST AR HE R , B BRI 4H 8 AL HERR b
Y R SR A AT E U S

4r#641l  box separating device,flask separator

H 3hi B b, T3 AR R SR x5 7 — & b TR A 2 FF LA 1] F A 2

BIFML  rollover machine

U5 R g D A B 180 AL .

WAL H4PL]  punchout equipment

B Ba i I 1% 2 ) 0 B D F oh o LB A LA

Gb 78 7 Tk A 5 AL A b i F A B IR A
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~N O~

A

~

72

7.2

¥ 2.

T2

Fid:

Pl

RS
& )i B 5 1

1 &J@Ai%% gravity die casting,metal mold casting,permanent mold casting
TE 5 /E TR Rl &R B\ & 8 LIRS 95 1R i
.2 & )R gravity die casting machine,metal mold casting machine
&R BT LS. B S8 O T SR 8 E R SR SR SR )
.3 JkAM!  permanent mold
~ﬂﬁﬁﬁﬂ%ﬁ%ﬂﬁé’]%ﬁ @? g

G fﬂﬁiﬁéﬁﬁ“ﬁﬁiéﬁén LR R N i B i

| G
‘ : 1d coa
EAEERE § ¢ SR F] 3 11 OR 37
drgd i o IR 50T

FW 0 R T
5 SRF B 8] A

.9 HERE
5 4 JR A
10 HERE R
TF % TE 2 RN
N T BTN
AL IR 3R TS
1 2 40 /NN
F g 4% i 5 4 s 4 1
1 Eh#HELES] diec
F% ol < R T v T T e ok AR A
?2 JE#%WML die casting machine
HIFE R S AR T 56 CF SR MM W 0 S5 I AILAR . o AR ) R pL g AL 5
3 AZEELEHH. cold chamber diecasting machine
FEZE ARG bk A2 T a8 i EH L. K& B Rl & )8 DB = L AR5 #EAT IR A .
4 BEEXEHVLLENA KM ]  horizontal (cold chamber) diecasting machine .
FE.ZE 7KV Ve B S L

ex

it

B gl B P ) DUE BB

EEEJJT@%EIE’J%JE??‘

7.2.5 BENREHVLXEHYL]  vertical (cold chamber) die casting machine

FE % 3 UK B @ B RGN TR W R o S . RS, S Sk TR R RN . R
I B Sk AL R ARSE EAT R ARBHE R R

7.2.6 MEEHHL hot chamber die casting machine
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7.2.7

7.2.8

7.2.9

7.2.10

7.2.11

7.2.12

7.2.13

7.2.14

7.2.15

7.2.16

7.2.17

7.2.18

7.2.19

7.2.20

7.2.21

60

EEZEMEHTLBTFHEBREBANESI. EELBIETSREUMEOEE.
REJEFH pore-free die casting
ESMEnARESTREANESEE®RE. A TESELE  ERA/DEE RSB T HH
FL,EmNALSEENESTERBERHMSH.
EFEE N LESH] Acurad die casting
Fil [0 T 5 e Sk [R] 2502 S BEAT B E RSP0 T I P o Sk R S 3 L X 0 R 52 2 B PR 9 48
RS R R MEERRL EEFHREENESRE. RAZEN, ARERE, EHEER
i
HZEE® evacuated die casting,vacuum die casting
REABENERRSEE REENBERERWESE.
EHt shot,injection
EfmiEEEENERBAAEEFUREMNIENREE. EFo A E . RE HE REN
BB, '
a2 AT (v HL ¥ 4535 ]  Parashot process
BT AL A RAN A TR ZENUEFIA E R U RO Ak LS s B, 1T
B-nf R R — WY R, ERBEEZTILFALSFERT, Bl 8 &4 o<
S I IRBRE .
EHHHLH  injection system
E#FVFTATHEEFHESBENAEFRABRENNEENMRERE. B OETE
RS HES ESML EERERHMRAES.
EZE[ESHZE] pressure chamber
EFNGHTEANGEN SRBRWEMELE H—RSEHIEE, i ENW LS BRE
SRR,
Estw L[ ESNEZE,EZE] injecting ram,plunger
EHENPHATHEZEPHEREEFANBBENEE. —BRaELNFIR.
E&#E injection speed
EHN RS L EEENERNREE ., RREREEME, BTk,
EStHE  injection pressure
WERESN LA TFRMBEREER &R ES, 24000 MPa,
W& pressurization
fE RS ARG B B AL B Zh T B R B, ZEAR S R 9 A Sk R R EE R B & R
W R .
FEIHEZE  rate of filling
BMREAN EANEENERABREEERROIEERERZIN,
Y gooseneck
EHREEHFIS  EZEFUESRERBYFAEZMBIEE .
[k counter plunger
BEVAEFNEZERWELR L, RIEAR WRABEMANE BN EZRM, £ E5
HEAEZEEBE O UG LEREMARDEMBEN ENNFEEERROFEEENERE
WEFLERATRENEMN AR EFREL LM L7, UNREEREENNERA
.
SRS ](ESH) die locking
SRNMMES CAFASHHEKMEN  EHRRELESHE L, KBS TFHEAMFES R
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7.2.22
7.2.23
7.2.24

7.2.25
7.2.26
7.2.27
7.2.28
7.2.29

7.2.30

7.2. 31

7.2.32

7.2.33

7.2.34
7.2.35

7.2.36

7.2.37

&0

SR BENAM]  die closing mechanism

EFV ER TR, EERFRIFE RSB E NI . FFRASET K 3 B 5% A # T 1
¥ 55 4 N Sh B R TR 5 B85 mT B L AU RS R sk T

WA S [58H] clamping force,die locking force

ES EFN SR MBI EREEFERN S, AN K TFEFHREEREES T LY
REFERE E5 HERTRR

HIFL  tie bar,tie rod
EEEFNSSBAEBEN N, B EBR M X BN EHESFIEMR SHEKE
LURZER RS AREENERE.

E#A  die,die casting die

HEA. HRRERECARWENFHEA SR,

EAl cover die half,fixed die
ZREEFIEER LEEASNWE T EFE, KD ERESEZEHEE,

ZAl  ejector die half,moving die

BERERFVENR L, TR EFE, N8 EHFEEHTURMS.

Sria%  spreader,sprue spreader

RN FIEX RO EIAL, 6 708 & 8 WO 52 Hh o508 I 1M B TR T S ik 1.

B OZ%E sprue bush

ERESAPEREEEN . S EEEENETREFERMLE.

BRIt [E [ FFAUBtE ] opening time

R A E M E T, R 5T 30 0R F 45 SRB FF 2U T90 18 5 4 9 sk [ 1) B0 . B8 280 s () 5 % O el s 0
T R B s T A S 1 5 R AR BIBSE . — M 5~30 s, WIRE &SR . BRI
BT HEERHEE.

WML - ejector mechanism

D) EREMEFEPEFENSE PSP ; (2) REYLAPBZE MR - THE #
5 (3) TSR GH CEFRMDENER ETRATE.

T#F ejector pin

CRATHEIA LWHTASBEMESRFTE &M, EARKR LTEFRH ERAT.
AL core puller

MERBEMEFRTHE B ONKE., GRELHSESERNTRGHAR. BT EFER
DAE haiRi N b

BHE  overflow well

FREEREMEFHSRE L, AUSENEH U REDH IR SRR,

#¥ biscuit,slug

E#EREEEZEXRIEFHEFEEREE.

IE45% 8l coating for diecasting,release agent

EHFMBEREGENEMNES RN LREY, ﬁ-ﬁﬂﬂ?ﬁfﬁﬁﬁ%ﬁ%%ﬂ L, PR R R
i, BB ERER LM EEFANEA.

KES#E low pressure casting,low pressure diecasting

BRAZHREFHOHRESF HRPEAEEZS . EBBREERIEES (—MKH 60~150
kPa), & BWMES F R E R EFUMEREBR W FE 5. RS HERY W HOH,
ZRATEFHEERESF.
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7.2.38

7.2.39

7.2.40

7.2.41

7.2.42

7.2.43

7.2.44

7.2.45

7.2.46

7.2.47

7.2.48

7.3 B

7-3.1

§ 3.2

1. 33

7.3.4

1.3-5

K%Ml low pressure casting machine

HAFRESEERERS .. FEH =AM (D R XM RE; (2) SRR SHM;
(3) KEEFEH RS

LR AR R ML electromagnetic casting machine

) o R Oy 18 0 e P £ <2 DR R T A T TR R A IR S L

FEAES1 mold filling pressure

TEAK i 4% 38 19 708U i B, 1 FH 7 %5 B 8 N i Tar B i SR R o

A E  filling speed

4 ) VR PN DR N R S 1) £k

PRIEES  dwell pressu

K #5758 it A AR R AU R
Ho

BREERTE]  dw

FE 55 AU e g™

o 5 ¢ asing

I 55 15 g gr J SNLEIS LUDESS T INE TR K R S
I — Iy : ' d £z 47 {10 kPa/s

THik

— - FEE HHTI’UH%W%H%%T 1IN IR S A

ML Fe 77, 3 3 " T s 1] T~ 22 71 S A R R EIE T
e

B

& i W L FARE RS
ARNFER & B\ ISTRCEN L4 % o ALk
B » 1] PR AN

[ S 8550 casting

KA — E fil” —E T HE B

.

BEO8 1 centrifuga
K <5 IR W GEIK Y- (50N Tl e 7 1)
Je ] 5P 8] R 5 A8 TGRS 7T O
W4 )@ #0451 bimetal centrifugal casting

P OFE 58 7 1%, J5 5 R P P il < U DR N [l — AN e e i 5 A IR IR W B R B B IR R L 6
k.

B L centrifugal casting machine

W T AT B O P L ae . TR BERE Ty 07 4 S22 B A BTRE X = Fh 28 A,

MBI Bl vertical centrifugal casting machine

5 Sy b £ A BT K- TR RSO S5 R L

R 20855 0L horizontal centrifugal casting machine

B R R e 2 D 2P T K1 T B O 855 L

AL RS 0 ) o T E IE 55 1 1 85 5 T ik B IR 2
TR .
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-5

7-3.

7.3.

7.4

7.4.

7.4.

7.4.

7.4.

7.4.

7. 4.

7.4.

7.4.

7.4.

7.4

1< 4.

7.4.

1.4,

6 B rotational speed of centrifugal casting
U B T I TR P TP R I SR S R AR T AR EOR L e VR AL AR BRI s B i,
Sy 7 A i A A 2 TR AL
7 IEME  pouring trough
BB O AL L R e R R AR B TR S R SR MOE N R B
HEAS B Can g5 ) I BRI A 0 T Rl 17032 3 DAGRIENT 85 (R R S 08 1
8 H [ ESRH] gravity factor
B, O Fo 5E F HEG).,
HOARKG
R
1 KRB /)
FI#R e 1 W AR ] g T8 7 % o N A R AT 5 T KT RE
2
P a2 e i e e
3
R 5% 1) 7 12K R A
4
5
6
7
8 1‘%7{4 pattern materie
AR T R ] iR ) MR TR B WA R o I T T 11 B R R AR MR
9 #Hizfl pattern assembly
e B85 1 o, TE BB 1 A DS T R R T JL ) A AR 5 1
10 %%k} ceramic slurry,slurry
H1 AR R, KA 7K MRS 45 500 25 20 G Ry » T+ 2 2 4 6 e 2 5 i B s 7R i) R SMR i LR e
1 %’7’}‘2 paste pouring
”7§€>|55H%E?%)\b7/"?ﬁdﬁéﬁ‘ﬁiﬂ‘ﬂ@h&ﬁﬁ%ﬁ
12 H#) stuccoing
i A 1 0 HE T 0 AL BB — R ARY BB
13 Wik  dewaxing

B I o, P A I8 e 8 2 D 3 (0 2L DR 7 v HE B AR S 0B s 1 o

63
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7.4.14

7.4.15

7.4.16

7.4.17

7.4.18

7.4.19

EA] pattern die

AT EHIRENE . —BAN. Be&FR, MAEFTHSREE . AERIE. 6 &BEH K.
KEBs  sintering

BRFEENMERGEN — L7, BEEENEZMEERERENS TR —CBE
AL, A INE R R .

EHEH  pattern injection machine

FEE S TR m O T N R RIS, s A ML IR 45

AIZL mold crack

W % R W 5% ) R B DR THT B A AL B B

MR F[ A ] ceramic shell mold

BRELEE, AT ACRBR TR b, 280 RE 1L B B 5 T ol ARy S S A,
MERE[(BEL] ceramic core

AR AR BEESEN AR 2R BREMRAET . HTERER B RS54 SE 8%
R E =M /NFLIE,

7.5 ERHEE

7.5.1

7.5.2

7.5.3

7.5.4

7-5.5

7.5.6

7.5.7

7.5.8

F R4  Croning process,shell mold casting

EWRED AR REHEAEEEETE.

F B H %  shell molding

AFEDSHIEMESRERERERNERN R, EFRARDEBERE Y 180~280 CHHK
W _ETE i — B B (6~12 mm) # 5T, FF IR B AL 7T, UK 2 5 E 0 38 BE RN BE

A shell mold

FRISPRG BRI R AR A, BERBRMERE S . 7 bR E AR
FEEFENEDEZED . EWEESBENGLED XEMBETERESX.

Fbs  shell core

SO EEEEMERIERLN—EREERNTE, REAGE 55 &N S IE R 2 05
¥.

#E5EHT[E]  investing time

FIM Be 0D il 1 52 A sl PR 05 B, AR B A PVBRAR b (B & )45 T

#5FIRE  investing temperature

AR IR R ) 1 R A S e, &R EAR (BB B MR A ERE,

7 7H  shell molding machine )
HEMEDRRAILES. RHREEFEREDEE L, SRR, PR E B ADEE R
FEB. KRS,

Fea#l  shell core machine

i BRI D 78 B B G HL . 20 TROR A B PR

7.6 HEZERE

7-6.1

7.6.2

64

EE®E &S] continuous casting

kR EREGEGRIDPESERESR  EBRER MM HBETIE. 4588 RICERM K
EHEAR .

MAEHE[OCC ¥:]  hot mold continuous casting ,Ohno continuous casting process ,OCC pro-
cess

FRBENABBESRBRAEU L, EBBRAEFR A BER , MEHR N 03518582
B R R, MHAEEREE RN, b TR RREN R ER &, HIEHR
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7.6.3

7.6.4

7.6.5

7.6.6

7.6.7

7.6.8

[.7

7.7.1

7.7.2

7.7.3

BEERE AL, PR LI AR B R 32 PR A o 5 R S AR

W45 chill block melt-spining

B W R FLST I — SR R SRS AR R R GRES AR FRE L ERER
RHIEE (R 107 C/) T IRE BB R E B WS R AW RS E L R BRERSE
BREHE R,

FEHL  continuous casting machine

BT ELESEESREVE AN ERS  BEHRP RBP4 RS S,
BE VIR ESHER. A LREEIL KT RSN R BN FEEA,

JKFE#E M, horizontal continuous casting machine

MR K TEHNMESI., TEEKEARZREMNSREEAM.

SR EHY  vertical continuous casting machine

SR EE T K TENESL.

BWH  tundish

SRR FE TR QMR 2 W6 B AP RSO B A 8%, AT LU — A BULA L A A
=28 crystallizer

TEESE G 1 WK 05 AR £ 0 5 0 1 O i v 168 6 1 RRUES 0L G B 4 R R P IR R

HRB

SRR E TR ] cavityless casting , EPC process ,expendable pattern casting,full mold
casting

R & RS ABULE B, RIES BINEESILERRBHRENEEITE.
HEE[ K] expendable pattern

MR ZIEFRRE R R R, AT SRGER, ERESEPRE . SUHHE.
WA magnetic shot molding process

— PR LR TR IR SR AR, LB BRI E R AL R B —E T
Y LRGSR AL IR S B RT SR . SRR BB T SR I R, SR U B S 1

7.8 HAFFFhdEE

7.8.1

7.8.2

7.8.3

7.8.4

7.8.5

7.8.6

K precision casting

AR EFUREBEEBHN TENER EEEEENEHEF AR EE S, TERERHH,
R ZKEW, IS M I RE.

TABRKFE®HE non-shaving precison casting

PO EL A B B AT B R e LA TR RTAE BER R T RRE B 6 56 s . @R R A i
SET I TAERE 2 EF G, M SRR R Rt F ARt R %,

XA EREE TS E ] near net shape casting

A = RCHRER RA R SRR, THENF RSBV I L FE . @R E
FBRI%E plaster mold casting

FEAERPREHFNEET L. THTHRERGSNEB S SHEHMt.

AER  plaster mold

H A B D0 L SEURL A B B0 49y 58 4 R A SR B R BT BB K S o T R SR

AEAFHE  graphite mold casting

EARMPREFHVFET L., ARARSEANTOHAMGBREZE, TEEWEH. skax
B — MR ARAEE.
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(.8.7

7.8.8

7.8.9

7.8.10

7.8.11

7.8.12

7.8.13

7.8.14

7.8.15

7.8.16

7.8.17

7.8.18

7.8.19

7.8.20

7.8.21

66

A A" graphite mold
F A A g T =l R A AR LD I FE SO T L PRt T iR S5 8 . E T RS TR R R L gk
Fa%. WEHTHESKRNERSE,
Mg R4  ceramic mold casting
JR o 5 K SRR HE U S5 T I8 58 55 B TT AL A S 1 5 781 sl 5 5 L DR 5 1 O M 4 a8 T 2
BT AR R B SRR R R LM Fr L R SR R
fe i A % ceramic molding
FAOK G BR 2T S T KA L A T 55 il P 5 55 6 1 B AR AR S i Ay 8 A GE)
Fiid. W& CEORIE A DN B LA R R .
BEke torch firing
M g AL,

2 SR DR 3G o
INE & il B IEER SR 1

E”&%‘

HA %‘ﬁ vacuum casting
SRR F SR T IR L DR TE I 5E AT

ol #% i  vibrational casting

VA TR v U T S ), PRI DTL R b SR R P A T < R B L A A R A R
96 B 1 T

Ke7e¥i  slush casting

— P HALE RS 2SO A B . DI e 45 B B N (] (B M A o ] < R W AR S A —
S8 JEPEBER o) B E . B TS AR

¥ UE# s subzero casting

RS 1 (1. 5 % ~2 V) AR s Tk . B oK @R B 1/8., ) A5 4 i B fE & R &
WA (—196 COB AR~ E LR (— 50 COBE H R &, b J5 ek . 085 & ANIK T KBk
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7.8.22

7.8.23

7.8.24

7.8.25

7.8.26

7-8. 27

7.8.28

7.8.29

8 #HHEIE

8.1 b
8.1.1 %W

8.1.2

8.1.3

8.1.4

8.:1-5

8.1.6

B CO, ML, IF A I R A 5 HOCHE A ] A .

o E [ [ M S ER] ] rapid solidification ,ultra-rapid solidification

SR E S WAETEL N S HEE K 10°~10°C /s L& F BRI EEE TR, 78R40
oS AR /NG o i (B) B, RS R 5 A R R E A4

DR ERE A R WS JE ] splat casting,spray casting,spray forming

8 & R W 5 AL I B DTARAE — N2 3 1 7K ¥ [ 4 8 JR A IS b 3RAG BT 75 T8 R i R ok 6 (] 45 1
B vk . I AT AR 10°°C /s LA L 85 4Lk SR 20 A v R o R R D A L AR A o A B
JE db AR ML AR E A AH

MEL 45  fine grain casting

ARAT A it b 55l 5 1 (1) PAFE e, Sl X 4 J W P T
Wb PR AR IR BRI L [ ) Ak 2 TG I A TE <8 Ja Wi I A A
BRAT A it 5515 it

B P I LN

E%rﬂégﬁ% § Y LX) 7 0 *p :*%B%ﬁiﬁﬁi(Bridgef
man %) , PRI 1 ‘ i B R A

i 54 14 i3 WIRCS

HL i i

il (P S BE T
L 5%

kiR S r : - L Ab 3 5 4 R
] 1 T ) B 1 BEAREAE S I TN L A AR L 1R B AR
LR X R

i

GR=Y K AT R ARAIE
%

I F T BHLAR T 1251 5
PP EtE]  shakeout time
WRIPE S R BRI E, 0
AP knockout temperature ,shakeout temperature

S0 T AR R D I IR DI U E TR N VB BRI S &80 . SRR
Az 7 v SR A A B 7R 4 s TR] Fe 4 o) D IR BE .

%L knockout machine

i 85 1 5 B 43 B I HLER

R Bhib % #0HL  pneumatic core knockout machine

DA 4622 SR 8 S IR 3 5 10 V% BR D S i 1 A o i A T I HOCHE B AR g 5, il L AR D 4
WA P%HL  knockout barrel

08 3 VR T D T A e B 1 VR L R R o T U D S O AT BRCRR A0 R V2 A B R SR TR D IR

67
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GB/T 5611—1998

8.1.7
8.1.8

8.1.9

48 opening

WRIREE FHETSEEDRERN B ETRMITIFRBRE.
T  shakeout

MESH O/, FRDSHFGIENTFLEDTE.

&S decoring

MVt e 2 BOS A B B B AE .

8.2 ifith RIEH

8.2.1

8.2.2

8.2.3

8.2.4

8.2.5

8.2.6

8.2.7

8.2.8

8.2.9

8.2.10

8.2. 1

8.2.12

8.2.13

8.2.14

8.2.15
68

{HH cleaning,fettling
EDENFEHLEREFEIND . AD . 2SR (BHEEE O CRAMEAED FLBH EK.
BEADIE .  sand blasting cleaning
AESZSBDREERNBFGRT, REFHEORD DM E KM EE T,
WEALEHE  shot blasting cleaning
AEFZSEBRALBERNDFHRE, REFEHRORD HDM LR EET .
WHEDHEE knockout and blast cleaning
AR EHTHEED . BENEEEE. TRNZREDEAE,
AL EH  wheel blasting cleaning
FAEERENMREENLBEWNAERCHERT  MEFEETEDNEBRA /DN RN BRE,
WA SIEH  combined shot blasting cleaning
G 1 R Bt EAT R LI ALIE IR . B AT AR . Bl — AR L BEALB T A\ T3
1, AT BR 3 ALXE DA RO R RO D
AREE®E tumbling
BEDENHEHRN—EBNERRANFERAS FHTRARINEHSHG . HHES5ES
HANBR HEMESER, FRFGCEITRFACOD HDMEMEN —FHEEREEE
Hik,
KIGREHEHE  scarfing
FIAHSEXIEEREHRERE O RR X ENSRED .
BHEM  wet cleaning
TERUK R BB AT K RS & 4 T EEF AR, K D ED KRED REED  KDER
%.
AL FEEY,  wheel blasting machine
MR i, R AL ER OCAER TR &S, HTREFEEMILE.
{HH1 cleaning
TR JEBR £ F R EDERIE,
2%  chemical cleaning
FIAALE RN EREFRERD BB .
HALZE [ HAFEE, BEERE]  electro-chemical cleaning,electrolytic cleaning
FABYERE BB EFRFRDMN L. HEERBARBRRNEFERENEY
MERECFEEAY . FTEATHEEERFEG HHENARNERNALE, URFROEN P X
1.
HEED EBEEED] electrohydraulic cleaning
P ] B AR R K R BEAT B KB RO 72 A v B, R AL K LR O b T 4 SR SR B
EFGEHRCODEF G EWFEETE,

KIBER immersing cleaning, water explosive cleaning
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8.2.16

8.2.17

8.2.18

8.2.19

8.2.20

8.2.21

8.2.22

8.2.23

8.2.24

8.2.25

8.2.26

8.2.27

8.2.28

8.2.29

8.2.30

BREGRAB -ERENHEHBRAKEST BT KAEBRADHNERBRENEHETE
i, T S RNRAL RS I, 72 AR R E A E R FIED S kR R RS R 7% LIS (T 2
K NER  hydraulic cleaning

R K TR ST 45 1 R R B FRIBD S8 T k.

K#P¥ER  hydraulic blast

PR A R 6 8 /K USR5 1 I BR M B I F R S ik .

EZBEE O degating

MNEHERZERE D RENRE. ¥ HNTEERER DR IE ERNMIBTIRSE. M
B AR FESO 2R A MERIE GTERE 0D s {4 5449 5O WR H & 1 E 7
%%EH deburring :
ERGEHRAWKEMNERN. TRAFEAE . DRITE BN KPR FHESE,
FZE 1 descaling

Aih Y RHERSTEERFHRENELEMES. EXEFGEEMEEN—
ATF. :

T  grinding

ﬂi%ﬁﬂmmﬁﬁﬁﬁﬁim—ﬁﬂ ER BT DR SR RESE T HBRE.

B IS # air arc cutting

W AR E A A I E S RAL, AN AEEESKBRBELERY IR HERE
R KR EBRBTEERTHRAENR. FESHHERTARNRE O MSSKFN KA.
R%,

#E4% chipping

ﬁﬁﬂ%}“'ﬁ.ﬁﬁﬁ]ﬁﬁ%%%ﬁ:tg#ﬁﬁ*ﬂ*ﬁ@%ﬁﬂf

MM, shot

WAL AIE R R BRI R . A R IS ST HLIEE R ML A L AE
SRBANKE., FEEENEHNEERHL. NREFGEMRANEZARBEERERNRSH
BRPEREE A EEEMNENER BN,

3.2 blast wheel

A S B R M B R SE M B, IS H O R E B R AR T RN RE BN
B EEI.

WEALEE  shot blaster

BEAE RSP UEE SN RN EE.

Wy I 4T EE 28 shot sand separator

RAThrEFrEELBRTE THADBERBNEE.

WAERAP AL wet sand-blasting machine

LW EM B =SS A, AR ER R BE M T ARENRE.

Wl  grinder

BORBEEHARET KA REORB . EREBEVENHRE. THORMALM . HeX,
BERX FEL.CHDRIS.

K4* pneumatic chipper,pneumatic chisel

ATHEFHFGENNGREOXNI TR, L TRERSATEFIGLESEFNE. 8E8HT
iR i Al i UL TG

8.3 &b

69
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8.3.

1

8.3.2

8.3.

3

8.3.4

8.3.5

8. 3.

8. 3.

8.3.

6

7

8

8-3.9

9 HHRE
A RIE

9.1

9.1.

9.1

9.1.

9.1.

9.1.

9.1.

9.1.

70

1

(&3]

B E4b  repair of casting

FHFE 25 R P R R WSS T IR AN S 1 BRI

J&4h  repair welding

TR A FLVFIE, IR BB AN A BRIE G R 7k . H AR AT IR

f% b fusion repairing

FH e it <5 R W I B R R B TR L AR B R SN B R S B AN k. ZRTEBAK
H B 545 1 £ R A R S

4  repair with metal-filled
&R AN B FE F E
18 HD AL T T Aok i
BB B] imp#gnation
HE AN TENEP P g
27 impreggh
ﬁ??*@‘?l‘%ﬁ“
5 e
. il

65 685 1 A B 2 T 194 111 o A R AL

I | 5 R B AR 5 T A

RN R 5 e B RS R

RELNERE NEL INGEE RS L)

o

ALEOPI 2N &

g R o B =

BEMER R ) \
AN RE F AT AR A ENENE LIREY JUEEY LORTE LN EIRe S W7 B

FH 122 PERE | <8 AH 20 23 DN AT 7E T 7 Ui 2L i S B A A R N R R

Al HIAE 27 53 B A H R R | <N %ﬁfﬂxf'ﬁ%ﬁ%

HAEAPWFR H visual quallty of ca®

R MR OUAL B H PRI AR B @,ﬁ%ﬁ:m%@(ﬁl*ﬁﬁr MGG RO A2 JE R

AW 225 KA G R T R, — MR S e R AR A

R 9% quality grades of casting

Xt 4R B — S B 0 E BT E A R .

BT quality analysis of casting

Xt 5 4SBTk AR AT 20 A 46 ) A R A v O B iR A

B R AL tester for casting quality

TR & G rERe SRR A S 60 R LT

HF NP EHE  nominal weight of casting

o TP A S LR A | P T R A

X fi I BER A4S
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9.1.

9.1

9.1.

9.1.

9.1.

9.1.

9.1.

9.1.

9.1.

9.1.

9. 1.

9. 1.

o

9.1.

9.1.

10

1

12

13

14

15

16

17

18

19

20

21

22

AR 56 0 PR T 5 SR R AR XU A S & W AR R S S PR PR S BT i S (L S
PENLAOIN T i K Hoth T2 A it
HIFEE /N2 weight tolerance of casting
Rl FHARERYE S LR RNEHE LR ER S AFERZ ZWERAITE. SRS
EX R 16 DK, UL MT1~MT16 %R,
HIFEE M2 weight difference of casting
P R A0 PRE i E) Y I R 22 B e 2
R RSFAA 2 dimensional tolerapgs "

N LB D] 25 1 4 TR

AR Y TERE

B4 1 RE TR N 2K 11 i ! i i 5 A (2% 1 9 TARERE DI

AN FE ) )5 A 50 & A% Y

E?&H‘ﬁﬁ *J ’E&ﬁ’*’f%:%'g’ % it T30 i 5 Tk [ P R S R B 3 A e R v A R

%‘:ﬁ‘%’%nna (/) ‘A%rﬁrﬁi(t)/[A%unﬁ(t) + FEiEE @] X 100%
=1 — HHEEHEME

BRIE#E  defective casting
AFFE Rk 1T .
B reject
ASREAB M i G B 5 F
K S E  reject ratio of casting
B A i B S R o I TR A B SR £l B it B AR K TR A T A R A S AR
AT S W B 1 S 1 R
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9.1.23

9.1.24

FHBHEBRREHBMHEHZE] overall yield of casting
ERFAFRSEBRENERABHREVSBRPHAERDMNES K. ERRMFERA
KPR BRI R ERM .

BB  casting defect

FEAFSRP, B FRHRER, EFGREM AT ENSFREH SR, BEIHNUATA
2. 2 IS ERIG , FLIF 28 BR G , LS RS BRIG , 2R TH BRI , FROGRISERBG , JE Fe kg , T B R

- MEEERERRE LIRS ASMEERSHERERE.

9.1.25

9.1.26

9.1.27

%R inspection of casting

RIER P ERMEEEARZHFSHRBME Fﬁﬁ?ﬂ] BRMEREHMTFEORFFR
BERMBRELE.

B TIEEYE  reliability of casting

P8 0 T4 7E AL 8 O A A A4 AT (BT P, AR B o B (R AT 2R 280, REARIE AL IE B TAR &Y @ﬁ%
S air tightness

BHEE—EENTARIARBEHEE. THREARTIERRERR.

9.2 ZAEERE

9.2.1

9.2.2

9.2.3

9.2.4

9.2.5

9.2.6

9.2.7

9.2.8

9.2.9

Z BB EM metallic projections

HHRESMEZABRBH AR, OF CH. B 68 KD W 10 /e %,

KWL KiHL] joint flash

FEHETHARET LEERSSMBE T REBREY . W L IEH A BIE M LWL,

EH veining

HHERE LRREBEEY . FHAEMMSHREL ERBARIN, 2RSS 58
ERIFRIKLL

SPBYSMEE]  sweat

FHRABHRMNERY . ZETER, —REAEFGHEHRE L, AImBARSFH L&
H. . BLOREFHHANREE. HUEAS SHEFEBEEFER.

LW sticker

A GO ERN B DI ERES S & L5 BN F N ML A,

Wb cut,erosion,wash

W R S RD I R 1 R FR AR B 2 R R R 4, TE S5 (R R TE 9 AE L BB AL BB RCA RS L R U R &
BRRY . FALTFHE O ML, Sb R B, SN IO R .

#H crush,drop

DR RW SN RO REVRAER T HEE, EFHREAYRCE R REBRED. H
SN S HETE A RD AR . 7E 5 4 L A BB AL 0 AR 1 1 BUAD IR S R ok

BERD  swell

FHAIRE R, EREE MWL, HEERBIE,

B[ #%] cope raise,raised mold

BT ERBEHZNE ERSP SRR LTEE EHEEEERmMY RS,

9.3 FLiFAHRE

9.3.1

9.3.2

72

FLIA KBRS  cavities

EHEAHREHAT RN AR XN JERO LA GREM SR, SRESA . HA H0E

S blowhole

BFHABSEEROTLAAERE, RRE BB, FELE REAKEE. — B E
FHHEREBL, KAUEICLERE, /MMLIURBEL .
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9.3.3

9.3.4

9.3.5

9.3.6

9.3.7

9.3.8

9.3.9

S 4. blowhole shrinkage

SR RIS R FLAGEAA G I 1 B FLIF 2R 45 15 B

£+fl pinhole

— SR RUNREFARE L R, BEESHE P ARSI H
EERK,

FHE4MFL surface pinhole

BB MEFRGREWSBESIL . AFEMERFEESE TSAHR. B RBESLRE,
PRI T 1~2 mm [GHIA] o4,

FETFHS7F. subsurface blowhole

MFHEHRETHIMESIL. AERASDEZ HRELER VARSI, BRE
SRR VB ELR BRRBURE . RKADR—, BEARE, BEEVNRINTRAGEET LN,
M boiling

BRELBEDTENRKBSEREIRM L ESRBEARERE, SBEHFRFEXRESL,
EZHAEHARTEARE.

W 4EERE,  shrinkage defects

SREEEWER, B T BBRXTEFABAET = LRI SEHTL. BH.BR . HB0E.
#8Fl shrinkage

FOERELRET, M THEARTM = EMTLE. TFARBARHN . FLEEHRE 34 BoR &, % 3
ARG BREERMMA. |~ XHBLLERNR.

9.3.10 #45#% dispersed shrinkage

9.3. 11

9.3.12

FHORTE BB BT/ AL . [ERYR BB R AN BRI BB . &0
BRI RO EREERBN GBI,

BB HMEES ] microshrinkage ,porosity

B ZAGEEE K R DI, S HERRATRGR . BREESIL. BEMER .4
U RMIR SR E, EHFREERR, B ERER.

%% leakage
BHESFEERENSERASEFRENRS  BASEMAL . SHTHEFEL HR 4
ZUER BARNG IR R FREEIE,

N

9.4 RELKRIBAHRKE

9.4.1

9.4.2

9.4.3

9.4.4

9.4.5

9.4.6

e crack

PR B Al T & R E R SRR RSCR A, BN SR R Rg %,
#3234  cold cracking

BB SRR E TR RS, RO H 2 SR I8 A Wi .

#3¢  hot tearing

P TR SR Jo SR I /S B R IR T U R H W P B8 AL, & Bt i, ROk
BF MR ST T AN

WA W4 L] shrinkage crack

BT AR Y W Z BB A TR AR . o RE S BUIERI B 2 )5 87 E AR Ay
BE.

RALFEZL  heat treatment crack

FHERLELIBRPEENEEIALTENNG., KO FELAE.

MR E (B3] check crack,craze crack,crazing,heat checking

& R UM 58 B R 2 a2 R LA A R AR VB o7, ERUIE R E LA A e R B, 6

73
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SUTE 55 14 3% I TE R . SO I
9.4.7 HA[KkZL] flake,snow flake
B b B SR AT L T 5 A A R o AR A T T e S BT R B O A R AR R R
PR A5 A BT TR 2S00 B b b s WU 52 B B A0 B, i SRR R B
9.4.8 ¥kg cold lap,cold shut
FEHF LERE S A EE R, R B AR SERR 2t BUAE T B 08 10 9 98 K b 3R s REAL , &
JR WAL A AL LA B8 gk L S5 e T AL
9.4.9 PEEFMI  interrupted pour
11 % T e — e JBE ] L e
9.4.10 E double skin
FEA o 2R W
PH 2R B A BRI
9.5 FRTHERIG
9.5.1 KIEHRE

&g MU IT . HRIE TR ETIGIE .

£ ) 8 & R 1% & BT 1 A B

iy

9.5.2 o
B 1 3% TG A Pz & 53 L B 0 RN B ONE 2 R TR R 1D Sk

9.5.3 Kifh big

Fi A0 A1 1 22 R 1 2
9.5.4

mAk
9.5.5 WLEHKi WA ¢
, i W] LR 3 6 R
ﬁ‘ﬁ‘i%—
9.5.6 X
TN A < A A A (AR
9.5 F

: JEIR AR &8 =Y.
9.5.8 Jg#K blind scab,buckle
PR 3R PR AR (5 mm) TG VORI A R, B R AEES L TR
1Al .
9.5.9 #¥i%l soldering,stick-on
K65 il <2 i et P T < R B R SR THT I B4
9.5.10 fag [ MAkEL] network pattern,network vein
(1) B3R5 I J AL 5 1 2 T o B 1y £ 7 IR T SO S« 28 1% 0 5 1 s G A6« TR o T R B A
RGeS R ) Na,O 7% B koo T A 21 9 1 9 R R SRS, () B
PR e 3 T F, 2T 7 <5 J 78U 85 1 8 P 5 1 8 T T G D AR B SRR
9.5.11 UWIE[/Kar] bloom,flow line,flow mark
T 55 1 3R T 5 45 08 U 3h 7 1) — 209, Jo & e # L 5 4 2362 IR S8 R — 9 0™ SRRV 1) %

74
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BURGRFE .
9.5.12 4il depression
T 1 1 R 0 T BT TR A REAL T IR R AN & . AR T A BT 4R L . 4R B A B B A
EEIR BRI
9.5.13 B rat-tail
SR T B (<5 mm) (A A B A 1 TR
9.5.14 EIJE indentation
] 90 AT s 08 e 55 78 s 2 T AN 5% 0 A 28 28 5 1 s B 2 3 1A R AN A g R e T R
9.5.15 %K%

elephant skin
9.5.16

9.6 FRIRAHRE
9.6.1 FRHRASHRI
T4 R KBS

9.6.2 HWAFI[
4 1 5% O AN SE A T £ . G B HEN 1 TR L B BE AL . HLR

9:6. 3

9.6.4 AUl
b s PR E e 2 25k

9.6.5

9.6.6

9.6.7 W= dert
,, I 11N
9.7 JEAR e BEERIA G
9.7.1 %A IE casting strains Neg
B IR AE $5 18 Y FIBR AR Y R
9.7.2 BARAHAM incorrect casting form
FHEW LT RATF & B 2K,
9.7.3 R-5FARE#H  off dimension,off size
7 55 8 o B T o i R ) 9 1 SR A R B4 B RO 5 B (R R B SR A AF
9.7.4 Fik exaggeration of dimension
H T 258 1] Wi 4 P 2R BHL 1 T 3 A B 4 9 2 RS G PRI AR RO R B4 .
9.7.5 % warpage -
(D) FHAEAET SRR, i FERAR Y ) BORE sl 55 B A 45 R R 6 i 25 il A4t A2 . (2 ¥
PEAE R AL B R vh R R BCF LE SR S VR BT T & A 1 255 il A it AR

break ou
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9.7.6

9.7.7

9.7.8

9.7.9

9.7.10

9.7.11

9.7.12

9.7.13

9.7.14

9.7.15

9.7.16

SE[EA]  shif

BT AREEN, HHW—80 55— Es MELHESE I,

. core shift

HTFDOES CELEF  FHALBER T ARG HEHENEKR.

R[]  core lift,core raised
HTHSESRBERATRERS . EFGEANAME ERART RERE, A HFERNE
x.

B FUL  core sag
HFODBRERISER, AEUXEEE, FALSSE R, T HERE T B ME RN %
AT BRIG .

B  open core

BEREGNESHRESREFGERET,  EHF RN FERERESERTER RS ES
BAL BRI, REFHSRBEYMVE, BHEHRE. BEBEMRNTRERK. SO
FH R R M, SRR LS E R E .

RS mold wall movement

ERBBANDEE ABEREMBHAR ERBEB I IREF . &8RRG
ERBENMGESEAB2UYEKANEDR# SRR L ERENBERGT, BERI /D
KFH RBHEGSBERFESRKRBEFRERSHEN>OOES. '

#M¥ ram away,ram off

HTEBDAREE, EFFHENRMUTENRHREESE. FEREESELTEND R
L, FEFER CELMWEADZR AT EMT REZNIERATMGEEERE R, SUEATESR
B,

BT sag

8 KB A KA W B A 7= 5 A i 7= A i — PR S (R SR B, AR IE S B (R E RSPk K.
BWRAK wrong pattern allowance :

BT HBE SRS 6 S WA= A1 — M EEERE,

W drop,raining

BOHER, HEERSES R REREL&EETE S S WS IEH 7 B b 1w T R sk
M, ERLOCH ORI B R . Y ES /R,

HHHEBAEGWBE] over weight of casting
FHERERMEMTFARERWREEELHHERAE.

9.8 JepRuRiG

9.8.1

9.8.2

9.8.3

9.8.4
76

JeZeAEh B inclusion defects

FHPEMERMIESR LR B GBEREY ALY RERR 45 2 B LA AR B
EEGERT N, NEENESE AR EEEEH RS ESRAER. BFE LY %
TONBE E DRE,

Je=¥  inclusion

FHENHERE EFENMBEESRESAANER. SFEE D02 S0y 5kl 8R
HE,

F4J Y endogenous inclusion,indigenous inclusion

ERG BEMERSES, BERBBE S Z ARER B SR Z B & A% RV T A 6L 3¢
Y, UL & R v B T B, T B R/ T AT g e AW

ShHEJ24=%)  exogenous inclusion
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9.8.5

9.8.6

9.8.7

9.8.8

9.8.9

9.8.10

9.8. 11

9.8.12

9.8.13

9.8.14

HY 5 B SR AR TR S B/ e 2= .

Je#  entrapped slag,slag inclusion .-
ERESBEALS SREFENREREAY, HEES BB THEE KRG G RE
AW 1 ALY 55 1 P e R BR PG . B T LIS SURV S BEE R LS R UK , — AR A A 55 4 T TR
E#LURBETREMGEHLAL. O TFEERKE,

M black dross,black slag .

REBHERG T HBAE AR EUEMEE S AR HBERE. EHENT ELERKE.
—FRAT A TE 5 R LB T RN S F AL

BHLEFL  blacking hole

EiR B B S R F R E AR, S FRE R R AMNITE .

5  cold shot

REMETHHEETHGREWEEER. KRS 5HEHEE, RTFELALR.

B % phosphor pearl,phosphorus sweat

e S HHREBT RN TR ST RBELRY .

WEY[NBEE] internal sweat

LR BB A BT LR SRR SR B B AL B M AR AR — B B S R R
4.

WHR  sand inclusion

FHHARSRE T AR .

Y tin sweat

5 W M R B A ILE P BT R SR A AR BT RR EBY

7% & hard spot

TE S5 (A I L B O S BOR BB B 244, B AE IO TSR W A PRt & B .
4 F. slag-blow hole

FHRECE EREMIEERERY . BEENTERREKAHE ARKNIA— HBHE

zé]:c

9.9 B HARMRES GHEIERE

9.9.1

9.9.2

9.9.3

9.9.4

9.9.5

9.9.6

9.9.7

9.9.8

Y N FEYEREA G H  physical-mechanical characteristic abnormal

FHHFRRE VEE KR G E R B SEEATEEARRFAME.,
ZE B AREH#  chemical consistence abnormal

FEHMILE R R ERARFGRE .

SHALANERH metallograph abnormal

FHHEHARARFERARFMHNIE.

Hi15t /B bright border too thick
BREFTREREREANHEATBRERBE AN ENTTEBHKRE.

FH 3L cauli-flowering

BT I R ST BUE BB R R R R B S E D RE SR RN E K
.

Wréh fractured crystal

SE &S S b, B T I IR 3 R 1 SR I i K 4 R IR A AR R BT R AR A R
KHE O inverse chill

KEGGHEWPOMMCEIBSDALASEKOHALR., IMEREFHKOHL,

24 burning,overfiring
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9.9.9
9.9.10

9.9.11

9.9.12

9.9.13

9.9.14

9.9.15

9.9.16

9.9.17

9.9.18

9.9.19

9.9.20

9.9.21

G 17 e TR AL B R b, ol T Rl R s R B ] A SRR PR E AL B R A
A (] A I A L BR B o o B 5 1 ZHL AR P B B 3 Ak, To R

E % ingotism

Hy T DR TR U v | 1S, (R AW BE "QEB*‘%#Wﬁﬁﬁ/ﬁim*ﬂjﬁmﬁﬁﬂaﬁk@ v U L 1) B 1 R A
BENRE AL . PEoR k] DICEF 1 B

B pearlite layer

TE 4k 22 A T B 2 0 T T, 716 0 5 AT 2638 11 30 5% SR R 2 R o A /i T R ) ROk
AN ] KRR A I A B R KT

WMt segregation

e E B 5E B 25 T b

J2 A b

55 1 A At AH B *” TaW B < 5% 1% R [ B, R R K
B2 il & & N 7z i V) 3 T ] T 5 ] IX.
WA B 8 NG

1Ef A

T LY ‘ ; 0 A Bl iR i
IS WAy 5 5 P E S kSN INE L T 2 Y X

SR |
)}f T 4K
1t T SR BT VA
#r L) Pie iR USRS
¥ ’
HOW, ﬂ_ interdendritic seg 3
1 A o e At A A 2 18y o I KL R T
(fH N V: ! Hﬁﬁ’ﬁ*ﬁ A AL | 2 3 Fofr i AT
H 77 A
EHE ) E EE SR EH <& J g BUTE 85 00 N R
o3 R 40 i Afr 0 775 A AEUEs AReder aslIPNEREEIPTRERITA: Y]
TLER 5 FEAR ORMEA <3
i [E] AR AT L R i ~fStalling segregation
R A 1 5 NN NN L7 o3 PIE DR [ A% v 1) ¥ 0 AL 3 Bl R
T 0T 3R AR O TG i il

e PO BT LA i A 1 N
U/ﬁ“ﬁﬁif"'f‘ﬁ&fﬁkénua Tl I 27 i ) S Lo 235 1 1 S T e s ] 1 Ak 27 i A [R] e

5 | P ASE i PRI ASE F [) A2 B0 22 S o A it A T 2 BE B 5 < R o1 3 B L i BT JC R 4 R
T TR -8 4y BL AR 5. 22 F AL SR AN HOR K 0T S0 B S IR AT
HILAE  abnormal nodulizing ,under-nodulizing
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