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msnasaumdsunmun (Moisture conient)
+ ¥ [l
Fanseded wwdn 50 nfu wildaunisianamgil 120 "9 Tuaan 15 wit udaimsne
iy shwhfinldaslalbinuaanivheglunme s0 nfu Wadesnmaailulefidudfigo

kg

patl 2 weirpalleffianldBon Moiswre tefler  Feszlsznaushefinaugaanuazitinuznainlifia

fzansnarunugnnple | anfiduanaea il Electic heating! asinusufiegninndl 120° 1. uay

e o i :
aziheusnatanaades ld W lunzunseasdannienausng

> - -
HAANGO 2INTA
8

AN i

mmmméﬁm’mﬁ-ﬂﬁn fan
2T 120 °C

. o g )
TSR RS TINRE AR THTY

gt 1 ussadowszneyves Moisture Teller

nmsnadaurlils@tnid (Permeability Test)

ﬁ’]’mii.f?\’lﬁ’lmﬂ‘ll‘r]»:l‘nﬁ‘ﬂE!LLUB&%’u‘ﬂéﬁ‘ULMﬂLﬂ’aﬁ’mquu’m ’%@muﬁ@gﬂﬁ'ﬂm@mmm
veudiansne ArwasEan W Uhinnensus laddiives) ﬁﬁﬂ&j'l,umws; WULMRZATIEMLN
UUUBRINIIRIULL ﬁqﬁumsf?ﬁmfmiﬂ's'\‘aﬂ’:Mﬂ%qré’":LfluﬁmﬁﬂﬁﬁqLaﬂﬁmﬁm'ﬁiumiﬁ Tnanasin
G?qmmm‘wﬁqzwmﬂa‘uFmmiﬂﬁ'wwmﬂ’iﬁL‘f}uﬁqaﬂwmwgm‘ﬁﬁﬂmﬁwﬁﬂmﬁmmﬂﬂu AFA.
Aaildnunuziail nefateezgnuIsaasiunTsUanu A uduEnguanaty 2 f1 65.08 Tu)
Wbwitnszunn Remming devicesl Sawin 14 Ibs AN g INIzAUEA LI I LILA B EN
tunssuanifuszez 2 S Usemhwiln 14 Ibs & AnnssuMNLMATIENIUAN 3 AR weEuLLFeshy
lunseuenazfipsdafoiuuiuaziinougs 2° + /32 wdnnisteanullfenniazamsuuusioadng
tlanduvdnnetesainay AF A dudioniu funsTadnsnisluaasaimainumsauununasgiu

Wanadiuan 2,000 gnunAfiauiiung HAuaueR 10 glem?
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P = Vx H
PxAxT
da v = Funiansainid 2,000 cmd
H = ATNGNBFALNIEUULNATIIY = 2 ' x 254
= 508 cm
P = ANAUTIBEEINTA 10 glom?
A = _‘ﬁuﬁﬂ’?ﬂﬁ@ﬂ‘]’]d%ﬁﬂLLUUN’}&]?E’M = WA x (2 X 2.54)2
= 20268 cm?
T = ATBIMIASILAL 2,000 cmd Fumenunssuunsg s iidug
LﬂﬂLquﬁﬁﬂ"mﬂugmmmiﬂéqmmr=1
P = 2,000 x 5,08 = 3007.2 ..

W0 x20268 xT Tisec
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aravagiudad Ar dum sxfesdiffuame 2000 co aimiuseldnldldannmdn usdidlefuls

sl Orifice e ldishunsiguuuanmsg e (Aaguansdl 2) mafndlsines Specimen tube
aeiiviasia lUdaatesinaniuiuan Wadgauld Air dum anasnauiiswdusgn wansdiay
2,000 cc abunmauuuipd wlinaeuds Favariliiowaiiiug deenrnatiduig

3007.2 anfazidlupan uTlseenn ATa T anNILLLIad AF A,
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NSNAFALANLTILTIUBINGE (Sand strength test)
o [3 axden e o 2 =y
nMeveAEiuTsenTesLY B350 Trld 3 Usminvie
1. Aamaniaaleeluseia Tensile strength)
2. dnanuuiwssineifusedn (Compressive strength)
3. dnAnuuiausalaaldusafien (Shearing stength)
nmdaiaaadaildnananuds dounnnasdsanuudassiudnunsundaunian  ae
WU Green sand inTiedULMARATiLdY nemRsAseiuuNgRInndussssinnau
B i 3 o alaz; o o =y
mriRluULTIaauAs EIR lunsdiivuuu ludne s R
ﬂﬂ‘ = t»‘.il L2 ! = ] . k% .
wraallef ldnaaasBandd Universal sand strength machine 19EnauUAaE Pendulum weight
Anatun Freme wazd Pusher arm Geavvyulll Pendulum weight WaRUTITHAINELORS Fotl
nawnes vnvFedaafienyy venauaITes Pendulum weight AzEifinnefinadwnseuuy Gy
ABIWUNIINURTFIUEINULY AFA. WBWs Pendulum weight Tultlasvinldfnusedndnetine
WIBLLLAUNIaLANa s LA sk A suiussuuana e ansa dowandmdnd

FduenaAtuuaing (ggihlsznaui 3)

]
=]

tdlumsiamn Oy strength avfissemmaimuiluietrannsglleuigungll

120 "¢ wamn 2 Falud udnfainundaunATaINARa LA LLEU

Fd o y
FRAMNH 48050 571 bl 4 Gy
2

o !
VETUAB )T a WHe1E 1S e
wv—

FEVTE % PR Ny

ot U oy o i
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Anansflaunmdu

=i

nsTawtEutaaasAULMien (Clay-content test)
fien

medpvnifinnaedumilaonundnies AFA fiad) Ruwm
dugudnanadinnd 20 luaseunn 0.0008 o Gevsilassulufenndanifiaouar@undie

Plun iRl azBondiBuinfumiion AFA wnmmnBuindumilen AFA. Sefading
¥ . L2 ’
nauuufinge 50 nfu ldlusen BNl 475 gnutddleuiiuns uazuanaTRzaNy 25
r . - i i oo g =l
gnunAflaufiumes saddndeslansenissidacududuy 3 % Wiatesnulszum 5 il was
Uasaldanmenaudin 10 wif anugaenifineniuwiasesnfisviegauuyloveuaussiu

ulumeaass 5 0 rinduadlilan Wirsduwhgeiiun 6 fo Udenlimnaznautlszunns

a=d o 1 ‘--,..'l’ 1 25 c}’ = 1 -l 2 2
5 i nesiduiisialisuinfidinaddlla uansdnfumiloagninseenidvwunuds e wmae
o o o w R A ws w e
MuaeeanuIaINIn lngldezadanses  wdtaunmaliuds daiuinnaelidinlidnaan

snuutniay 50 nin wsiniveg i Ao JRunmesiunilaadeguiig 2 anfhalefidusd

UFunnuRumilenmiduLL AFA

NFIAMIANNALIALAURNIARNSY (Fineness test)
TAUUIADBLNANTIBUASANNNNTZAANIZANe (Grain Distribution) NIFTRAINNAXIALA

N
=

wfluneinmAesnnismagauyniBunduwniian AanmafldannnisdauBaiubumilnn sz

wmagauvnANaziaarall muRsguEinisianuazenres AFA aridazunseduou
114U udszduliruaziByAaaMAURUANAIFUALTY Reunsstussnazlumsunsaiaung
WHaLUAY (mesh number) 6 U 2 wef 12,20, 30, 40, 50, 70, 100, 140, 200 u®s 270

RINAGL PALTIRILBTIBRTUN MA NN RITHT09ELEN" nuA 15sai
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P ar v
ANg1aN 1 Liﬁﬂ\‘l"ﬂu’lﬂ“li’é]'ﬂﬁla‘iLLﬂ‘i‘ﬁﬂqNLN“ﬁuNLH@‘;ﬁﬂﬂ‘]

Mesh Number Opering {mm)
6 3.327
12 1.651
20 0.833
30 | 0.589
40 0.414
50 0.295
70 0.208

106 0.147
140 0.104
200 0.074
270 0.053

FFnrdnanuandan Wiemnefiazdnldluazunseduuugn udallnliatindalieroe
. . L v fei .. . . " . y
vmagiazinsie 11 Fu Welinsariunzinsdhlauaiu nsasBasaziiunzunsaldls
B dounnsvenuazandsegiauazing udua1e] pusnaresdenselduaduaen 15
o Lo 1 % 1 L3 1
Wi anfuenrzunnuAaziuaanin hwmaefifseguuaswnsausasdullifsmmmentiu
peunsaes 270 finnadluagiuoadddion dnaildhlwiacuas@on fasoedeiuang

} 7
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M1519N 2 ARaE1anIsWIAT Fineness Number

fuafnzuniy nmnseiifng Fnped] HARI
(mesh number) ATHRATZILNT {Multiplier {product)
{% Retained)
6 0 3 0
12 0 5 0
20 0 10 0
30 2.0 20 40
40 25 30 75
50 3.0 40 120
70 6.0 50 300
100 20.0 70 1400
140 32.0 100 3200
200 12.0 140 1680
270 8.0 200 18060
40 300 1200
Total 80.5 9815
AAINATEER AFA = Total __product

Total percent of retained grain
= 9815 = 104
90.5
u@nmnm?wmﬂ@uﬁgmmﬁﬁmmmwa.mum'm*?ilﬁnthmtﬁfs ﬁeﬁm?wmmuﬁuj

= 0w bodvpi ey . v
mn?xw'\numwlmmLﬁummg’muaz%m bMLﬂHN’]ﬁ]iﬂ’]u mswm@aum’mqu”imt.m

1) NIVARBLAINWENG (Surface hardness test)

2 MenaaauAMaNTRnuANMiay (Refractoriness)

3 nsnasaLntsuanithiy (Shater test

4 nsvasaUNsaenafaiieldfuauFan (Expansion test

5 ngvassuAImituasnsiinda Deformation and toughness)

6} NINARDULTIRBULASILIIAY (Shear & tensile test)



MIIATERmIUSING Active Clay humTgluuyas (Molding sand )

Toei5lawsaniu Metyhylene Blue

Toaiszaed  weUSII Active Clay lunmanaufildmuuuvsensg laamslowmsaiu

Methylene Blue

NOBA
Methvlene Blue (MB) 1Ut cationic thiazine dve drusumadiu (Clav) Hianaszving
0.2 - 0.001 Um ifignszzaaadlud (Colloidal) sefinmaaitiluauyasuisainsagadu

(adsorb) tumdaduugla Tumslamsatneuds MB aunldurwmiinnhdununsfinssaensad
uifiufued MB uwinszmauunsEmun e ofugedu MB aufagedudiliannangatu MB 1agn
481 (end point) MB ﬁmﬁaag;'%uwéniza‘rﬂ’l,u‘ifwﬁuuaz"lﬁﬁﬁwauLﬁmﬁan Halo fanuasithnesay
PAUUNIEAIBNTBA

JUMARUITGATY methylene Blue 10%“6’1’Lﬁaﬁwﬁuagrﬁuamjmﬁuﬂm (pH 3-4) Gy
SadaalTu pH vonhaulaamsidunse dauiiszlawsasme MB 6 Methylene Blue Index (MBI) Ao
vanheumefumnsogady MB  Idinmiasdsdde  ilfenTaduensdEmasuammnin
(Plasticity) 3N SEEARES AL RUT EIAW R a8y (Specitic surface area) #1 MBI 110 USRI AUL

anuazdanunn JRuinunnamwnsawanddsuauyalann

gunsoluazlaanly
1. w@nay
2. "t (nEtisy 2 ALrE)
3. UnLnas Stainless steel
4 Lﬂ%ax‘l Ultrasonic
Buret
6. WinIMUSEL W imED (Magnetic stirrer)
7. WYHUA?
8. nszenengiN (Hardened 50)
9. nEfy
10. @ Bentonite
11. Y9 gHaEmMuUuvan
12. Silicon carbide 2U& 220 {44%
13. Sodium Pyrophosphate 2%

14, Methylene blue 0.49%  w/v
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AISIASENE IRz Methylene Blue (0.4% w/v)
7 Methylene Blue 1131 4 ndy asiudninedndmnavsguszun 500 1a. niury

MB aragvuaua) haasazaisadly Volumetric flask 3 1 807 uddam liuimasnsuediu 1 fas

@IENnaY

1. MSaE$1 Calibeation Curve

1.1 #16u Bentonite RauLdIR 110°C 1 0.5 ndu

1.2 Fmeau (Raw sand) Hauuiaedafl 110°C 11 4.5 a3y (10% Bentonite
Tamihminlunsonaw)

1.3 uulnluiuasneiifaldlgaduinnefiaauassia

4 1§y SiC mwnaazdae 220 WY 5 NSy |

5 1§y Sodium Pyrophosphate (29%) TN 50 Uabaas

1.6 thilmnaslinduaias Ulasonic Waiwdalivhamuiunm 7 wil

7 1htlnnadurnla Buret udmen Methvlene Blue 3110 80-909% Las8nh
maaeely
1.8 hlmuaa Magnetic Stirrer Wuna 2 nf
o Juuriniadhnhiu udruesuunszauniat (Hardened 50 ) vaislaiaso

FRIMUARBANA LA INAR Halo Wiad

1.10 81 Halo évlidmngluiven MB fiudnateasr 1 fafdnsuazniudn 2 1% lu
ueRzast Wi niImEeNAFE LN TEeTENTaNEN (msdsumdufiudazqa
fenld MB i le)

1.11 diadanaiiu Halo Lunszasnsaaingalamsa

1.12 thanmuzin 2 1@ Taglidsudin MB udmesauuunsasnsssina
81 Halo waly (weak halo) Tsivnensid 1.10 uas 1.11

1.13 8 Halo ﬂ\iagj (good halo) EAIIDS (end point) W 1ﬁmm§?§ﬂ 2 190
wAMaEaLULNIEIENIBIERATI T Halo Adagldiufindnny faddasyas
MB ﬁﬂsﬁ’"ﬁqw;&muﬁwwﬁv athideunsm

1.14 dufin MB snmAuld (Over titration) savdwmagaulyal

1.15 aRaSaNnnansiiifiy Bentonites 6% (A1 0.3 ndu, nudU 4.7 nu)
tavnU3nm MB ﬁ:qﬂ end point

1.16 @Weuns¥ (Calibration Curve) TagliitSinasuas MB fildaguunny X uas
USunauuaq Bentonites (1UadFudiagninmin) ununy v WAIEINLEURIURE

] as L. [ . 3 o
R I T4 ENR@ origin e la Calibration curve MUABINTYT
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2. mavnyTinn Active clay lunsiawuuman (Molding sand)

2.1 Fanmediathefisuwiudf 110°C an 5 nuudrdeadluinned
Fnnadana

2.2 wuludoululsaaue 50 daddas udnhlldhiaias Ulrasonic
5 U

9.3 1thannea MB 3110u 809 raatinasiinaneadldudanuse
Magnetic stirrer 2 119

9.4 MNAFBU Blue halo UNN550Mun584 81 Halo delaiinng W@ MB finasaay
1 faddns uanu 2 iudasasehuiudasia good halo

2.5 \laifi good halo wd Bhhndulunuzhdn 2 witdh Halo aeagliiiuin
Sunuiladdnsyes MB novuaild udnhiswlSinmwas Active clay 90
Calibration He3aulAlagas

LAB-M.DOC . Infusung
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msfiBnunaandi 2
msiuuunsgvaasiansiedunsizd
{(Molding process}

Amgulezaes  WelktindAneimasswljiifdueounievse hinisdadialiifiainee was

2r 2 5 U !rﬂlﬁ: f;
dnlanisieusuvdenasd iRt Ty

atlnsniuaziae
1) aﬂ?‘mmaumﬂmmu {Sand mixer}
2) waaniaudadszanu 1Sand + Binder)
3) qﬂnmiﬁuu,uuwm {Molding tools)
4 Fuwun {Flasks
5 uuld (Pattern)
6 ANy (Mold coat e Mold wash)

FEmsUJRnuneang
< T a hAm = 3,
wiTnnngmanEuLy el RiRinasasimTen )
& d[ =i = =) i [ o ° t T
PPuugY Beazd 2 By Aeludns {Drag) AUl (Cope) 17979 AVUAA WAL
NzaN
anaruUlel Pattern) dousnansernuniednld  dhduiudneonsasauuuuld v
Fruvbeliwune TnaikBnuiazaesseumidie uazniadin e
= ' 4 . 30y 1
FRIIEIHTUIL (Facing Sand) Fefauunannaenad gy Tsenavuuu A mmn
dszanne 1 - 2 0. Wllenaufnusey 7 sunliflviuiunaauncs
\@MIEMANULL (Backing Sand) eviumeneianuiEunniaeings 1 3 989A9Nge
=l ar =3 R 9 2 ' 1 5 eyl o :: dy,.r Q‘
pasiiuuny Hwannszie (Remmen amanalfwiuadraarniane Sannssmeeludubisa@uan
P R VR | o e ol a 3 o | °
qautaudadeuilinan Tneiifanefiuiuey auazudmaiinaauiugunaus

v epRanuy antszenn 1% 3 fMldusivetreadnane ludneusweniunludu

o
Fila
TvrauuufvReanauiiniiy  Aarniiiusanaafiiugn i lilianadare
<N ca
witlauidiu

Wmdnuun Wialtnaansedfussiureensme ldssunuiRanfuseusesiuuuy a9n
tuldwanumegia Venting nzadiluitunmouwy Walinmewulanalifenieg dunadfs

srzunglavasuuimea ATy
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wsALLLLMNIEaY o sUiussdveaeauus W s ssunu AuaiueeuresiLuuy
wazuuyled
o -y L7 I'l 4 E7 = o
WAMIIHAZIBYA (Parting Send) snTeatn 7 B Eagesmmanuy Slsensgunniiulyl
acldiriFaaulnen Below) whnmedniiuiicl] WvSenmeduafiowy widown |
s idfunewlznulinssiuifuuuuifided e defiazfly ussifasly
Er ﬂ; i (= 13 l = ) 1, ' 0w a ] O;
wuuld waldedsznuiunsemnustuds iy luuy Copel Fauluselinmmnusunied
o 37
AYUA 1 LURaLULTR
dnlfiuflugin Sprueh anasisWimsarnuieiimnzan Taensssosfiag dunndds (Runner)
UATNNIEN (Gates) WA
ldnmufosuyWrarvuuly uasiBnnduvde vtz 1- 2 9n Wwdnsmsme
o o« 72 =l 1 tl 3 ‘D 1 cgi’ o ol
{Rummer) 2nadineiiin 9 inomelarauimasuass wildmiaue ludwiilizmesazido
Thesaanennudiuided lusumisiersadue
Tdnramdvuuadllszning 1 Tu 3 wilaupsuwsn Avlifuduatgaaue wisani
5 i v 1
VesualLULRNAANTU LU wdes Fusendnafiiudon widladaue lunauiveaiuusia
szgendassduaadiuuuyiiiielibuls
o a o % = - % ber o o 4 o 4 P
vinnrdSussAyTesnIe L LA temEn LUy Wi TR s Aunse vinwdeutunauend
. . Ny e e . Yo
fudiusuylusne wieglegnafenily Wwafiuanilsemaldiummouuy
=2 oy & o oo . a & o
Aeldgmduananouuy Saenasasaiun o deldvacudes 9 Reianmsewuy Jiu
nretdnanlngvniiGey lunsdiilenaseddudsauimngdnndhngm Sweawdiadafnll
, - & P i o v oo 2t v
AepandLluULTY Maleniunsyeaeeenannty veiiieas Basienuurideanann
voosunisliunsgiuuuiazan neuniiunsasiasuntyluunie §ldietlivmowouse
ar b 9 lﬁ' d" ) T ® - 17 o of ' [ .
e Weoniuudnhdrssasdondnd 4 duliulus whiewssienuuy (Parting Sand) aen
Winuaviaanaiiy
L3 ar 1% ) :‘/ ﬂil o e [ =3 ol + u dil
vinnrdfussduransneunuBnefiule Sildmesomenunis wialivemin Suiies
wannsameeaiuhl agfiesiinsdeliag luseduiia
Asuideanainvmeiuuveasdiu maldwdnuanrenasldfisuull walfuuuld
wannrewsAay 7 inauiaslesauiussigemmeiuy Simnewuusdinifinde visugnin
Elé’ g i il : - 4 LS Qs 2
wulfaunn azfevihmstauidadluanmiinlfplunusuefumeaswuuld wdsaiudmg
ar (=4 2 1; = A#I k73 o L] L7
wiaidoar W uregusihwmuTinndinsowie azvmlvdenuuumee i
=} l#' 1 as " o el o I = v L7 o
uwanenwe  Avauuuildivenmdeasiifion, neswmies, usaud uasmdnvdeaaz i ivsdnan

Fuwilen wazin
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Tunetiaeeiunaglusns azfeanieds madnuuy wasivnialane (Sprue Base)
sotiginenithuun runesean N ILasnd fauuana i INZaN (RaNRSFaNIINNTANUIN
wAsULTINAdnss N se e IR INA NINNEAY) Hafaneie wazvadnFuuFenud Waka

1 t:i‘d g4 <3 .. N [
yasuugafaaa Tz daEnnuLUFnnsnssiui (Mold Cavities) niavn@uuuanaldud saunedn
viatuuuuumnaunjaayldnisduune. den@wsanuuaiauds azwnuuulfuselag 1

) Fd =y ?} w=f J L =i o & aal b ::‘
1 (gas burner) WIMUTNURALULYRBULILUASANAULAIA {Tguadansnstiuuuungie Junau

sellazifluninisdeuminiane

=) o oy Qam,
dgiuazitassvinanisU f1Eng

]
o

inAnearfeadauumasnislfufine JeesidywisasgUassafivinAnetszan
Tusnunlfifnie whewisdelauauusamsuanufsrasindns lndnenizilumesiunig

UfdRne
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TECHNIQUE DU METIER

EXECUTION D'UN MOULE

Serzgge du sable autour du magéle. Serrage qu foyloir.
(rarlathonur asiuur ey ¢ wyla (mrmm'mf.mzﬂwuumﬂaﬂmmmumi)

Tdaseldair. 5"
(mrifus vt gge St surfoss o mraw) (o m:g’lam%ﬁw%rﬂﬁ? AAR)

14+
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TECHNIQUE DU METIER

Serrage par pelils @/emem‘_a

vrerereryrrralyrirrrrsrava vy oy ey ey
Sable meuble Trave! aw Fouloim Travard Fimal de s orieile

7 o v 1 o & 2
( nareuuuioud iy )  Snsedie Rammer ) ( dmswaaionie Rammer 19 )

Tdm/ﬁaie af serrage du sable de cortazt

-

N //f/ AR

=05

Toe seude seble) e mo. B fasrmisosae Frmzs, ;r'ce ’wﬁfe.
cee nesl e, arrobe Modéie errobw Con i prilacre,
] EY =LY o 5 =L =y =
CRITEN UV BN Y 111 } ( WIRHIHVLNIRINDA ) ( mmmswummﬂﬂﬂ )

serrace aux dcigff;.

— Y .
T/ fawl serrem fo seble em suivmal les comtours <0 les Jdelails du mesale.

Corrgad 4 sviter

Yainns)Eesioneuviszna s

'
I as ey

-71 y; &
msiinauSoasey g wouliiiide

sou q uu ez liniu

[46
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TECHNIQUE DU METIER

fCo.‘-mc:

o = = =
( ‘ﬂ'ﬁ'IEF&!'I.ETJ?'IL?IN@Q%I’!???J@‘ﬂi"}?JN'JLE?J'U )
Budle oo ramplisseqe

. _:. e - .
e ;}&. f’ig é 1 IATY,

PModElel \Soble de cpnlaoct

w v - al o M 2 bl
Cot ) nsefeu ) linssdmaemuuifdofunaenss
\E‘ﬁrme o recl -5anasre e rrials
( MIMmMIEgniF )_ Loepes guiae chewushens
o @
AIENAINT I IR NI EILT MO U Y Niarsammeludowaz luiinama
uazsmse i lufamateisuseunds wwildansuiuue sy fasiveue

Fasuuinn aTIneIaRIAlRARMATIRAEINY

ar 1 b
{ gBAUHHTATG )

Sz bl e rwrmslissacge 5ol e LR Sordif | SEAURILU )
l» orlefle
{WT — priefe
3 Sl S
fm' wbts Bt dorr

S pREdaLEuag
Rammer (80 } &

B i Sz
aux oiqls

)

3
-
<

( nedanuuiastii )
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nEAIEmaeley leuuuns e

Mooes Q{D@;%éc;r‘c 0
S Evrmae das

a’r‘cus d.;srr-

Methodes de C@u_—:w'/

pour tirer gz laie

@ AT

! ot Qs ay
TunrsnzglonoulSussdufimswupumswns sz lfagle
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!n sy e 3
nsvaalavgagiiilaumansiauuy
(ALuminium Sand Casting)

[ s 2 oar o 2 o e 2 ' . o= e 2 o
Taguszaed dalihAnminsssaljiFouiuusanaeniavzeglifianfronmewuuy
nsatfugyulifsmnudla wasvneelunisiugdlave feamelinnimmdenasu (Solidification

forming Processes)

unsaiuasd;
1} WAiasnANNTELLL (Sand mixer)
2} neraniasinllszau (Sand + Binder)
3) Qﬂnﬁrﬁﬁmmumw (Molding hand tcols)
4) (Flasks)
5wy lduaziulduuy {Pattern + core boxes)
6) Anuuu {Mold coat)

74 wvaadlauewFauwiwnlave (Crucible fumace + pouring laddle)

8 wraetlenaie {Shot blast)

= o : g g = o % o H P
waauntunumaal s AT &uuLY (core) mmdAnmua i SureunstiuuuLmilay
fumsUfjiinisneaesd 2 gnidienne Weawstifnaunisiduuy Swnafeatfifnnes:
wire WA sinAnmflethuunaiaudaazien lduuinnnusesedddiuiuiiuuoy
' 2 E\Ii =t o =2 i: é{‘ b k73 8
noeluan (drag) wiandamsauvieszunelasanainlduun Deduiiazsadliaaufauain
v (Burmen) Boauhasndeutinaauunuiy Tnalannduasnlilfuinfign anduazin
) =1 1 2 2r ‘I‘ B 1 2 e i p:73 24
nmitiafivnsends  Tesanivluuuldndiadn wesdssresddouiuiuludnedvy
aumbzasiiunsgasaiy i ifauiusersunffdusediulfuuunzaiunag
= = =3 =] 1 | g 2 a . d' | 2
wuuafiv WarniunmeuuiiulusnsSoufands azinainmem pouing cupt Teldfanls
wdnunaneimsefugm wissviniwdniuwuusnaeiufiunmauny Wedlasislililave

L sydarasaavasiun e e lanzas i unsaw uausy



30

urrannvaeanagiiioudcaenuaey sxfluntrraesaglftRmaiinisussqlany
anthuasnuesvasnlavzagiifienauazats gravnfivezann 700 - 800" ¢ ludumanidnfne
maFeufisnisuranagiiBondiidusreulunisvaay nemdnuasnuazlaufisaenanunlans

u

atels nsdmgrumgidaedivedini® uasietesingringfadiele 1Heavaanagdluusunaen
azatepude azdoamvasnihlanzawim (Ladde) Warnlmawaeswfin Asumn
wuy dasaldlavadudnlummesuidladlavzedsindurewdamaufassdas-fauuy

NILBNT UM ARG NN AT TN AL BAER AN ST EAN LATad RN BIge (Shot blast)

asluasiiasisvinanmsufjifnag

UNANEIR AT UNAEIINRTRALANININTIANUMEE Wnwudasiull
(Defects) Usznaslpazdia@nmsiaivgiiis wavatuipbaumidlunmsuniaundaaiaanig
denafluseudi Demmadfifssdmasianeanisudlegiassauasdoynifiass

. aem ” .
gaauaunnfrFnafanmaldazausieli]



31

TSI BNTINARDNIT Manufecturing Processes Lab {407 102)

= g [
B IWE‘%% GNEVTHEIARN

Foundry Lah 4 4 TURIUIBINITHIN

o L) A ‘3‘ 5
1) Molding MImuunezienlnubu (Green Sand molding)

2)

1.1 $IuNsNIeMTIEYLUY (Sand mix) Usznausisazlsnin
1.2 wurfiwauviganly (Wood pattern} @ 333, 1619
1.3 wuumTe (Sand meld) @ #ues 9 fipin, awe asels
Flask (Cope, Drag),
Pouring basin, Sprue, Riser (Feeder), Vents, Chills Y84

Meltihg AIvesnlans

2.1 Tansfld (peglivin), vanen

2.2 1@ meeN Y3sian Crucible (Pot) furnace I, uis ifwdemds Wommass
winrils

2.3 ufhmasy vdwTagnuly (wnswlid) anwe ? an.

2.4 muuzissivilenafowmauuy (Ladie) e Tagnuly ¢

2.5 ymenasuiimubusezlsatluig alaufs vilfinsussBoe Miedeantsn
Tuslane g8v (raehs Warlniu Flux udi)

3. Casting MINEETUI

3.1 qmw,}mumimﬁﬂw: (Pouring temperature ¢ °C)
3.2 anudilumam (mvazediiaan)

4. Sand Tesiing m‘smﬂauqman%maemﬁm’i”m.num‘a

4.1 Permeabilily
4.2 Moisture confent
4.3 Clay content
4.4 Strength

4.5 Fineness
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aamInaasstasanlsing viv 4 Innen

1) Molding
L 1 ‘4 o L3
Tidugleasunsy waassusds 9 vasuuunse Washsuuliosnud Tnsawuu
(Mold cavity) fifnwmzauysniviata

2) Melting
Snenzasvinlavzly Ladle, 2nistn szenaniali

3) Casting
gounandl w, anmdilumsin Suadadusuetngls

&t A\l v o w -t o e N
Funudlalimmadnnniomivile ddaunwias (Defects) Nafiauan uazmely
a&) L7] [ e 1
in azlehe amudlalanenels

4) Sand Testing

B, i A L St Ry, ] Q‘:’ 1
pasauifvamnouiumaafild fsuiugueuifanesyu ausnfEmsmininade
Funuadals
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£ =}
UfaimRngh 4
e meaugulanelnengsadtvneanusay

o

Tagiesasd  deAnmnemidtsng q luniseugumdniemnuau

: dleAnmiassaiegaiaiiaseonudodainse vy

- ieAnmarndiusrewinelasa Peiuranuudagannsouey

QR

nsausgulavzdananudas ( Heat Treatment ) ilunsruaunisfifandaeiy
WAMsEg ( Time - Temperature History ) msaugulauzaaanuiauazinly
TnsaairemelurasiansnRauuasl SeazdenalinnanBidnagadansFe
uwilaslildian ﬁfmaus;ﬁ”ﬂ@i@uﬁguiaw:é’qamm%‘@u%qLﬂunﬁﬁ%ﬁﬁ@mlﬂﬁﬂé’uﬁmm
antFreslans 1w Auuialss ( Strength ) Avnuuds ( Hardness ) Wuaizauiu
SIUNIAINTTH

Tt fnsnsniinmseugusie Uil

1. Normalizing iiunislsaniaiauuniage uavdassldifuluennie

2. Annealing lunislironadeuunlany udriaas oifiuluaey

3. Quenching ilunsldeanufenunlans udwnlidusasineis Sinlaus

W wEniFaudnass azBennssndsidn Quenching and Tempering

a .
atnsaimsaugulans
d s o y
FECNETE 1 LATE
NIZAENTIENUET 180, 240, 320, 400 uaz 600 BEWAY 1 SEAY
98YgHLN UM 15,6, 1, 0.5 wAz 0.1 14m 1 gl
1adndnuain 1 g
wauguiavy LINDBERG 866 1 LATEY
17949 PHOENIX 200072 1 LAIed
4 . v e ¥
WITRINARBUANMLENLY Rockwell wiauinng 1 LATEY
ndasanssiminfangUnsalnne gy 1 T
YANATLIL 1 9

rafRagiiun 1 Yl
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NITAL 2% 1 A B
vinndu 1 YIR
LOTATANBANA 95% 1 YIR
T 1 I
ispaitine 1 TEER
LLciuﬂizm‘;ﬁmiwdwéu\ﬂuﬁm@ﬂmzmu 1 WEt
feldnim 1 T
Fruaumaniszinm 1050 uas 4150 agneas 5 fu
(mﬂwmmﬁm%mm 1 cm)

aunsallasnuaunse
ANTLULK 1 A
peflaiiiv 1 A

AURANTBIRUIULWAD

Nominal Compositions

AISI - SAE No. % %Mn %Sl %P %S %Cr %Mo

Plaln carbon steels

1020 0.22 056 021 001 0.02

1050 0.54 0.70 0.25 0.01 0.01

Chromium - molybdenum steei

4150 0.49 Q.7 020 0.01 0.01 093 0.20
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nsufjusnisavgulavs

WinAnwinlavsmetaieuqy  Taensadineannsdeu A Ae
Normalizing, Annealing, Quenching «4a< Quenching and Tempering °7'i 400°C Az
600°C udmilidmnfe amiidehdwnulldendesaimiazinasfolans udo

EREE AL LRIt AR HEEGIR Y

& o ey
TuRauNsUUR
1. Wlavzsgnauirenuunamalszasouaclssinnniseugy
2. washufiawihdunuliiFauieesdinu uazauym 1 fiu
a .:B(' H 2 ] - o] 3]
3. uuiazautuidmteauiiguungll 850 C Wuan 30 wndl
= N T » o o . . o @
4. Waasy 30 i lulameuwdni lavefetnaiazyinnrauguuda
[ % 1 & ' o ( ° | e}
( Quenching ) Mnldtiainesdsamis Insatn liguiugiisoednefingn 723 C
5. tnlavzRnat1efiazn Normalizing 28nannanauudedass lifuluainis
6. TanzFnatnsiazin Annealing Wasla i lwmaudiumy  Inatlagind
& 1 9;4;/ [ ar
wnay uadlaaslwmuudusossnnelumn el
7. inhlauzfiazin Tempering ( TENUN13 Quenching WéQ ) WA 2 LUREDY
o - o] < =l a
Al gnumndl 400°C uaz 600°C unan 45 ufudrdninenainiaiey
laaeluinialidusia
8. drilnlavededvynduaoaiarasininlave lnaldnszaumaaiuas 180,
240, 320, 400 uaY 600 Asdudnndmdannseadsn wacReds @
H9BQHUY 1WA 15, 6 4AZ T um LR UaBY UAT 9UA 0.5 LAz 0.1 um
VUFNANVAIARTNAAL
9. IATUI1A9E NITAL 2% &9 wem ETHYL ALCOHOL 95% a9iudinutin

1
[ o o

wdnthaun T i hldesndasasiiesd (aginseaiaqaiiend

+

10, Wrdsanundae i lneldiana © anFeuiauiulé

11, RN AN I A NUFAA LT AN UUNTE ATUAN



Heat treaiment Lab

HRMINARDT IRREAIAIANTI

Heat Treatment Process

As-received

Annealing
(Furnace-cooling)
Normalizing
(Air-cooling)
Qiuenching
(Water-guenching )
Guenching & Tempering

@ 400° ¢, 45 min.

Quenching & Tempering

@ 600° C, 45 min.

- Mariensile
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Microstructure
1050 4150
F.P F.P
F.p F.P
F.P F.,P

% M

Tempered M Tempered M

Tempered M Tempersd M

- Peariite {Ferrite + Comantite, F5C)

1030

Tempered M - Tempered Mariensite (Fersite + Carbides)

WULLAG
P
M
ansiaRanIsveand

Hardness
4150

1) Effect of Alioying Elements (Cr, Mo L1 4150 steel) dogalavsasrsunsariugs

ar i3 2n JJ Bt
S pufioumin 2 wfiaf Heat treatment process 1fizMs

2) Effect of Cooling Rates dagalasssiouazanuuds

w w Y ar el » .7 R K
IWSsuAsuwnyiiaifeniufl Heat treatment process #1491 {i.e. Cooling Rate

ety

3) Effect of Tempering Temperature (4(}000, 600°C) @iaga‘[maaﬁ’wgm:ﬂﬂmﬁs
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AvmderesBununinlsziansa 4

1020 1050 4150

As~received RB RC RC
Annealed AB RC RC
Nermalized RB RC RC
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