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B

AFRHEIE IR GB/T 1.1--2009 &5 Hy % 50 ) 2 &5
ABRMEEXT GB/T 5611—1998( i AR VAELT . AbnifES GB/T 5611—1998 #H . FE AN
wAEI T .
—MWIBE TS T JEE S IR ER SRR 12 ARG
W 7 i B AR RS SR 27 RORIE
B T bRV R B R VAR 219 FRE.
BT e R A bR iE S 1269 ZARE . L GB/T 56111998 £ 15 4.
Aprifeth = EHEEREL RS G 2 (SAC/TC 5O EIFIHA,
Ak T TR A . Tk PR B ST T
At S A B R e 4 R MR L A4S 4R T 20T 5T A PR 2y ) L BOE BUBRCRE S A 5 BT L A IR L
T 5 38 A R AT 2w R R BN L A AT L B A PR ) LS - S R A PR R L
S R R A IR A B B R MR A WA A T EILEE ARG A RS EEER A T
B Be P EARIE THEM AR S £ R R R ERGRA A,
APRMEEER A BR00 . EER R Bk B A 5 R OB MO i P R
SCERHH | E 7 RESRA o E RIS S EE VEI
AR M I A B 0 9 Dy R RROAS R A Il A
GB/T 5611—1998,







1

% & R A

Se H

GB/T 5611—2017

AARHERLIE 1 953 A R ARGE (V5 S B RE R GETE S BUM R 9IS T R TR A AL
ig R I B R S A ER R A SO e S T TR R TR HE

A R TE HH T o 2 b TS B AR SR 4 ) L 0P8 A5 T 9 5 LA B SRR 195 5

2 EAERIE

2.1

2.2

2.3

2.4

2.5

2.6

2.7

2.8

2.9

515 casting; foundry

Kee B 4 D o ) A B AR U L TR s i D B ACHE R L B B R AR A B BB R MR RE & R
PFEIRHY L ik,

RhAVEEIE  sand casting process

{9 A 7= F RO W3 T i

¥EMREEIE  special casting process

5 4l I8 5 3 AN [ ) H A 95 3 0 i

= PG e e RIS i R IR R R R S TN R S VRN WA VN RN, S R S S R

1 casting

o e b < m A B L BE T S A 3 B BT —E R R MM RE RO B Jm E R e R

EHEHH rough casting
fof HE — 20 0 TRl A ZE A0 BRI A B 5 1 L — RN A 5 o 1 IR A K

B EE1F  sand casting
HI b B o 3 3 A 7 O w5
. LA B3 3k AR P I T R R B R R RO I AR B RAE

B8 pilot casting; prototype casting;trial casting
A & A R A e i S R

B 1MY  as-cast casting
iR e g M LR E O OF R AR A A

% mold ; mould
FH 288 1l alg At b4 ek i) 1G9 58 8 11T R BE 11 B 2 5 R .
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2.10
$5i5E T % casting process; foundry technology
R FH 5 3t A7 GBS 1 R G R T R B R A ik
iE S T BRRE R A L Y I | R R L R I 4 ) S
2.11
HiEH# L foundry materials
FH 85 3t A2 7 19 T b4 R R B A R
2.12
BiEEME  foundry raw materials
ey o 1 B B R
2.13
FiEHEME  foundry auxiliary materials
TE G5 1 A Pm I R B T AU AR A i B GO AR B b B B 09 AR A R B R 0 B R
2.14
$5151% & foundry equipment;foundry facility; foundry machinery
P e rh 5 & TR DR TE R A B R e I B A T R S Y 4% Tl A A A B
2.15
% T foundry worker;caster;founder
MEFHEEH T,
E PRI E el I £/ o all OANE LI 1) SR BN
2.16
$HiET/E#E foundryman
MR it A 7 R VR B RHUE RN SE T AR AL,
2.17
$i5Z 8 foundry shop
B PR Y A1)
GE . GE A R E R PR LT R RN ED b PR S TN A AR

2.18

Hig] foundry

S Sk 7o o I DI ' = L RV s SO R = L L S E = - 7 5
2.19

HISEFYW foundry effluent; foundry waste

M T A 7 A R AR R KR [ (A B 3 A Y SRR
2.20

—3lt  a batch

A ey W R A By, R — BRI L AR [ — 27 A ) i g A AR R T2 (R 3 #A b 3 7
il {108 = % S i T e W R B e SR
2.21

—%A  a heat

— YN B R Ak R A 48 T VR e B — PR PR A



2.22
$5%E ingot

o i 5 TR e A BE R ) AR B R Rk i AR — 28 BN T < B B

AN R BB

3 BiEeeEREE . RTF

3.1.1
7 =) cast alloy
W7 g 1 1 5 &
3.1.2

HEAEF eutectic alloy system
fEGS fmat B L R B S e R
S

f it RE e FIEREENE RS S,

=t
S
aOp
B
S

Rib T 3 A3 B (P 2 4 I R R Y

THFEEE hypoeutectic alloy
¥ T BT 3L g BE T A AR O R A R R B A

iTHEESE hypereutectic alloy
_
H

T LA I LA 9 R 0 06 8 R

&

H 2 HF  eutectic cell

I i 2R A 4 7E Ak it 358 [ B B e 9 oA S R VAR L AR AR A R B A 1A

i QPR R A DR PR - A s el R T i AL 0 A
3.1.7

HREEE eutectic temperature

et A A A Tt il B b g RO T s [ o R A e A R Y il R

3.1.8

H BT eutectic reaction:eutectic transformation

GB/T 5611—2017

eV 2 15 1 A% 5 B0 o0 B9 & 4 0% 00 28 AL o T S B ) Bl 45 5 e o9 A 0 9 A LA L AR Y o A
i LSRR T RO AR TEARR AR R LS ROl SRR LU A R e R R

3.1.9

HE AL eutectic structure

A L 0 5 22 1 0 AR Bl 2 A 2H 41
3.1.10

HBiEESHH  cast composite

M5 8 7 R 1 a8 B SR
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3.1.11
EEEFESEME  directional eutectic composite

L 5 A 1 5 a8 A T () 5 i L VA AR g R A A T B IR T T R A AR R R B R 2 D AR

15 18 = o R
. ) AL S R B AR B R R A R R s e
3.1.12

ERESESE  noncrystalline alloy
i 2 PR R [ (2 A S 5K 10°°C /s~ 10"7°C /) B ALV (L V8 BE 3K 10°°C) , {48 il & 42 188 81 1 A
A R A B R E AR B RS
3.1.13
&&mE alloying element
o AR B 2R 1 Bl 4 CH R BE R b e = .
3.1.14
ZLfTILE trace element;impurity element
RN aePETEmMARNEITE.
i BREGEP AT E S S AZ B E 0 S AL GEETE A AR Ay AR B
3.1.15
S&IEEME  alloy heredity
0% 5 4 8 5 a a U PR 3 A 1A SR e
3.1.16
BHSEL  as-cast structure
B TRV I IR ST ) R 2 R R 2 4,
3.1.17
% fEE iron-carbon phase diagram
FREA A B 4 7 Tl JEE i A8 B 2 s 7 i it A1 2 B 2 4 AN [] A B °F 77 (4
i AT AR R A0 RE R AN R L A Ok B T i (Fe-C) FH B FER e F T il (Fe-Fe, COAHE . P RPAR E & 8 A ] 4
b B L B Ay B e T A
3.1.18
fxfb ¥ carbide
i 5 — e 2 Fh g mOos Z A0S R . BRak G a b S hne i AR R A Hh A [ R e i B
o [H) B A 5 9 AH
3.1.19
B cementite
TR 4 1 W RR S T AR G [ RV AR AR M LAY Fe, C BUER fh 4 .
iE . B O —UGE B R VAT P T ) L B e A OB [T AR iy O R R (R R p b ) . —
U2 B A 55 B T AR 4 0l M o 2 K00 AT SR 3 TR UGB B I S B 5 IR A i 0 A ] £ R S RO R .
3.1.20
LM, JT®E  carbide forming element
PP R B B S BB iR B I 5 SO0 R .
3.1.21
BE5iEk  separated test bar of casting
AR I SR oo S e BT S S o SR v U i W o VAR D5 R b o e 1 Bl o () R O S g b O

4
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T SR R B A 52 i) e AR LU ) = PR RE S
3.1.22
ff 51K  test lug;cast-on sample
BRI I U BR LLJS A 40 R 85 1A A il Bl
B EE I AT S ] TR S B R A e i L B RS e PR RE A
3.1.23
A test specimen cut from casting
o k6 054 1 A 1 1R A LR i 7 A PRI 2 300 52 BT IR 1 3
3.1.24
iT#%  superheating;overheating
TR <5 i ok ek ke S BN PR e RO 2R EE
3.1.25
HEEE74  supercooling;undercooling
K Rl T B < 4 A0 30 A T 4 e [ 3 RE RV RORH 2 B DL T T IRA AR BEI B9 I 4 .
b B AR AR RO RS AT Al RS AT 5 S T )
3.1.26
B %124 constitutional supercooling; constitutional undercooling
o4 45 [k B T s PR T IR 0 B (R (T S T i ORR T TR i A e L S B 2 5
AT | [ e
3.1.27
114 E degree of undercooling;degree of supercooling
s 4 O RS T B AR AR IR S S B AR A R R Y 25 (L
3.1.28
M#FADMELET S Ac transformation temperature
Ac HE =
PR 7 4 AL [ A5 90 [ P IR ) A 7 B
o DVERCRRIE R TV A IR e R T A 22 (R AL A R TR S B SN Ay R TIOE
A i) TR G AR 7 U il 5 Ay e e BT R IR R N BT MY I 5 A, FEn e ST IE iR 2R AR
FC {4 1 i B
3.1.29
AHIETE S Ar transformation temperature
Ar BE R
BT B T [ 265 90 B P v A0 g R A Tl EE
ik 1 AR R T P A e Y A R PR DY (E T 2 A S A BT SO A R BLIGER
[r) 24O A 79 78 T 5 R R 5 Acry 32007 TR TG M T 0 B oS e e i 0 3 0 R B2 5 A, 0w BTGP T 5 B 8 S L i3 e
fA ey et JEE
3.1.30
£ crystallization
V8 42 TR O [P B T o 0 ot % ) R O T I o AR ) e R
i 5l I R R LA B B 4 B R A e R B R Ok
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3.1.31
#4Z nucleation
B %
i V% 4w D AR e AR A e
¥ B ESEIREE R R B, A — o 2LV R b T ik R R BE R AR i S g B b oY) — 2 I A o A
2 B Gk S S RS 2 e B T m) b M R O I B B — AP R R e e I P A R AT R A
3.1.32

¥IFi 4% homogeneous nucleation

B & ¥ #Z

Kot it 4 Jis A PR] e v D1 BT R 7= A A B i T B L
3.1.33

EHFEFH  heterogeneous nucleation

E||E B % F#

f 2 T PN DA 19 B A 1 S T A S A R S R IS 1 B R L
3.1.34

h 4% dynamic nucleation

TR EE [ B b, FIR S B P WU v L e B W TR S AL B B B R S R R e A S
3.1.35

KW FHF4Z  big bang nucleation

e T I I 20 D AU A 4 T B Ve YR 5 i B A i A 0 s R SR R A R BE T O X 50 A
TR A5k . 2 5E T 4 JE IR TR /N L o0 N S AR DRy A A S T AR A 5 e i 4RE [ 21 2L T ¥

s
E BB R .
3.1.36

245  nucleant

MAZImEPRIE NG A FRLRBIEASE RS RES R PR TEMA A M
ol A7 RO A% ot s Y s A
3.1.37

4% %  nucleation rate

TE— B Z BT LR & 8 das A vp g Bl 7= A ) R R B

F . BEFAARRESERWIEEE .

3.1.38

1  growth

4o I 5 8] 3 R P A R AR AR R e R
3.1.39

I*JEE'& endogenous growth
T A s 5 8] 22 #2 A o A 5 T A O R A P A A R R A i T E
i FHAMERE TN E LR,
3.1.40

SMEZE I exogenous growth

VA A 4 B AL R L 5 v YR A o [ R RE — o A A gy 2
. PR AR R SRR TR
5
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3.1.41
H A4 %K  coupled growth
I A A 45 ST PUAE A B AT TR AR [R] A AR B L R R AR
i e S O G AR G P R A R
3.1.42
INEEBIA K faceted growth
TE IR R I T 7 1 8 Bt o L HE a0 ) o A 2 1 2
E T AR A S L A L BE R L AR A R ) R S A 8 T R A e e ). HLER T SE SR R R
i AS.. 2R (R NS EH 0,
3.1.43
ENFEFEEB LI  nonfaceted growth
FEE RS R AN ;-3 i (R e B T s R TR N o Sy -
iE e e B AR b, B Ah AT Y AR S i 5 8 RE AR RS B ER . AR 4K T ) O HE SR 4 e AR D 2E R 0F O 0 R
AS, =2 R(R A=K E#ED . KRB EREBIEDF R ER.
3.1.44
M EIKFRE  growth interface of crystal
IR LN o e D A T R S o X T
i FEEFRE RS AS, SSEFEHR R 4N PR RO AS, =2R) FMHLES Bl (AS, <<2R)#
. VS b TS B e L AR A H R R i B R T B ME R AR
3.1.45
& BB S gas absorption (metal)
SHiEAERESREN .

3.2 N

3.2.1

B cast steel

T ARE [ 1o 2 v AN 258 g 2 0 B 78 0 H 1 A = 45 1 B BR 3L 5 4 10 B R

VE P M P RN B e RO S
3.2.2

fFim kg cast carbon steel

Vi W TE G B2 IF S AR E NN

P MR B I AT o AR AN L R R Ak RS — i TR R
3.2.3

BHiSE S £ cast alloy steel

ol P B TS I A 5 4 U0 AR R A R o O e 3 PR B

E HEETLEFETNUEGEHFN . MEE2HEN P EEHHNE S EHM.
3.2.4

REEHH low alloy cast steel

TABEILR e (w80 — /T 5055 .
3.2.5

FE£5%%H medium alloy cast steel

BERLATEIE D R TEFT 5 HAAT 1000 %H .

|
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3.2.6
Sa®EHM high alloy cast steel
FETELRE(EESE R TG T 104N,
3.2.7
MEE£$EN microalloyed cast steel ; micro-alloying cast steel; trace alloying cast steel
A ECEERE TSI AR VB VR B T R R SRS S b n E AR
g ST FBEWDPHE & /D TIET 01004,
3.2.8
BEMXEN ferritic cast steel
H R 20 2 Bk R AR i 5
3.2.9
B 554N austenitic cast steel
He A 20 PRI PR i w5
3.2.10
HBIEAEHH  cast stainless steel
HATREHCHT AR R B 35 55 1 Tl AR T Y i & B 9
3.2.11
T RE 8580 cast non-magnetic steel
2H AU R IR A G R S R TR L 510
3.2.12
HiE S M high manganese cast steel
i (R EOP FH R TEET 1009 .
3.2.13
=oEEEHH  high strength cast steel
PLPISRE R, =1 000 MPa BY#5 .
3.2.14
HBEEEEM ultra high strength cast steel
Jatl FiG3E BE T 1 180 MPa 52 B R T 1 380 MPa #5454 .
3.2.15
S  wear resistant cast steel
HA R 3 1 HE 1 w5
3.2.16
M EEE  heat resistant cast steel
fEAE L 500 CATRE T T/ BA B PUA IR # .
3.2.17
52 5 5W heat high strength cast steel
e e T BEDT A A A — 5 0 Y i A B 4
3.2.18
M M54 corrosion resistant cast steel

TR 78 T8 TP 97 Jo v e AR Tk A #e i



3.2.19

A= graphitic steel

2o 1 A AL AL B — B4tk UL A SR A 0 i S BT
3.2.20

FHIEHEEE  cast steel for chain cables

BEATRE & i 5 PR RE 38 T 95 16 5a i 09 75 9

3.3 8%

3.3.1
¥k cast iron
A 4. R 2.0 —4 5% T RE B OB S LR,
3.3.2
SR EESE  synthetic cast iron
LA S bR R 0 Bk AR B G k.
3.3.3

H

i  eutectic cast iron

Lim il (BPILGH L S 6T DRSFER.

"

3.3.4

T F 85 hypoeutectic cast iron

i MDA S E R BN IR S, /T 1 AU
3.3.5

T B EEE  hypereutectic cast iron
ik HE R T g i m e ek, B AL G BE S, RT 1 8K,
3.3.6
K$58% gray cast iron;grey cast iron
FiIRA =85 flake graphite cast iron;lamellar graphite cast iron
ik £ 2L ROIRA SBIE AN i m vk i 0 2K 6,
3.3.7
kEZ 5%  ductile iron;nodular graphite iron:spheroidal graphite cast iron
Bk 8k
PR 28 BR AL A PR L 5 kA b il o DL RRR A SR b Y Bk
3.3.8
hEK 2 %%  medium manganese ductile iron
o o R B0 h &5 5.0%0~9.0% i 3.3 % ~5.0 % 9Bk 45 8k
3.3.9
hiEFkEZ 5% medium silicon nodular graphite iron
TR R 80 3.5 % ~5.5 M M ER BB
3.3.10
A[#i 858 malleable cast iron
Ok
15 $K

GB/T 5611—2017
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3.3.11

H/Al$55% white heart malleable cast iron

B 2 R S AR B Bl AR e Wi 1O B 2 0 O 3 BRG] B B
3.3.12

B FTHIBEER  black heart malleable cast iron

T B AE P P S TR s (o itk e B o A 1ol 38 AR Ay 2 RBR 32 1A T I 11 2 SR AU A R
SR B o] B R
3.3.13

SEMXAHIEE S ferritic malleable cast iron

SR 5 o = A B T R
3.3.14

BRI 2555  pearlitic malleable cast iron

FeAR = Z A BB A B0 n] B
3.3.15

Bk == Al #5185 ¥k spheroidal graphite malleable cast iron

HLAT BRAR A A% 2H 23 5% w55
3.3.16

EEEHEE  compacted graphite cast iron;vermicular graphite cast iron

fitk B UL SR A ST I AR TE T & m B 2 T iy A R
3.3.17

B O%%: white cast iron

e 2 DL R AL AT L G AT A L e R 2R 2 e A R RO A CEISHE T 1A 55 ) A R Y L KT 1 A
EREN
3.3.18

B O848 mottled cast iron

it R 41 DA i 2 e 5 B0t e S s AL B T S A DA SRR b A 5k L W 1 SR A ]
3.3.19

B8  austenitic cast iron

DLVER Bk VB DN 35 ES IORE VR R TR o0 3R 28 B Bk i, == R BAY RS E B LB U IR R O 2Ry
Bk
3.3.20

WS  bainitic cast iron

TR PR = DTG R BBy k.
3.3.21

ERENEKEHY austempered ductile iron

— b ph BR AR B PR E S IR T K AR AR B DL R AR Causferrite) Jy JE BEE R 50 FE BB B PR LAY
BiEaE.

i SFIRTE KRR AR RO BB R R AR R k.
3.3.22

NMEKABDO%E  bainitic white cast iron

8 SR T O FAA T DL R ) 1 FEk

10



3.3.23

S martensitic cast iron

R T 2l LG Rl Y 5 B
3.3.24

S E{EEE ferritic cast iron

AR E R A Bk,
3.3.25

BR YR E5Ek  pearlitic cast iron

AR LABROCIR O E ek
3.3.26

RIS sorbitic cast iron

AR LLVRE Ry EAY#5Ek.
3.3.27

& %% alloy cast iron

NS B R A 2 B R RE A M A 5 0n A 8l LT R T I e BRI

3.3.28
RE&HH% low alloy cast iron

PRt GESD HAL & &0 R S & (EEO /DT 301558k,

3.3.29

2% % chromium cast iron

LI E &t KB, o AR T w sk M S ek =08,

3.3.30

=% % high chromium cast iron
F R (R 80 KT 10408 H H ek

GB/T 5611—2017

. A A R AT T R (Cr 244 ~36 %) P BRI BE S R (Cr 129 —~30 %) S T Bk (C 3% ~3.6 1 .

Cr30%~36X) = REH,
3.3.31
= REEFEE  high silicon cast iron
F kT80 KT 5.5 k.
3.3.32

FEEHE  medium silicon cast iron
GHEURESE03.5% ~5.5 0 ik,

3.3.33

E #5855 high phosphorus cast iron
THE R EORT 0.35 X M85 Bk

3.3.34
$RE5%%  aluminum cast iron
LI G B ILR MR,
3.3.35

B high aluminum cast iron

LA N FEGS IR TR0 KT 188k,

11
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3.3.36

$REEEE  nickel cast iron

LI FE S IR HEEE,
3.3.37

M58k boron cast iron

2H 25 v A7 N e AR B3R TR 1A A 45 8k
3.3.38

=R E I EEEL  high strength grey iron

HA B J 27 VR e 0 K #5 8 , prhisg B R+ 5l 5%+ 300 MPa.
3.3.39

¥ M58k special cast iron

LAY FR 3% 20 20 R0 B8 0% 95 2 o QR B8 | T o | T B L R L O R S S K
3.3.40

LEESESL  abrasion resistant cast iron

A7 B 0 470 B2 R I 0 E Y Bk

i AP0 R O R L A IR R P KRB (CADD
3.3.41

2 iEEEEL  chilled cast iron

% 5 T

FH 0% 19 7325 068 5 Bk A g 608 0 10 0 A7 e ol 0% DX PR g e 2 08 sl R0 52 b 5 il 1) W K
3.3.42

i BEE55L wear-resistant cast iron

A Ty BES 11 5 Bk

A S A S BN Ay G 0T A kb I T B AR N0 R R 4R R — o SR B AR A
3.3.43

M #$5%% heat resistant cast iron

A LAAE e i o A et A s AR R MR RR AT O (0 EE SR pY K

i IR ERER R R VR PR
3.3.44

i fM ¥k corrosion resistant cast iron

HE M Fb 5 | el b5 A Dk 1) 9 K

FE . u BRI ER L RS R VR RO
3.3.45

M BE B5 5% acid resistant cast iron

A0 B BT ph v e 1Y PRk .

v Rk Ak
3.3.46

Z 5%  Meehanite cast iron

F M N Meehan T 1922 4581 15 09 H A 9542 7 /0] Ak JH 0 S A o K 0 100 5 A5 1) vy i 2 5 K
3.3.47

ZE % inoculated cast iron

Ve 5 G A3 Y BRI 2R 2 A LIS ARAS Y v v R K K

12
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3.3.48
BfkE total carbon
o Al i i |V i e 1 RN S ik (A AR ) 119 5D
3.3.49
k= carbon equivalent
g 95 B P 25 0 3 0 e i A Rl B 1) 2 ol T B A mbe G B 1 ek R A T 60 bk £ 5 92 B atie B AH i A5 2 649
25 H LD FLAS R 5 e e A 00 O ) AR
F.omNEH CE & hifbit®E . —a B2 E S PAEm, it 5, CE=C+H(Si+P)/3
3.3.50
4> #7{L thermal analyzer:thermo-analytical instrument
FH T 50 B PR 0 s R TR e ™ A 1 A .
i A BT O A L PR Y BE AR R R R I SR AT R BRI AR G IR RS E SR B 8h 22 AR R
G P T T A R g 2R RS v A il 2R R 2R I R R R SR S el Y 5 &L D n W B AN e Y B A
3.3.51
LB E carbon saturation degree
R ETwRE SIS T RENE.
F . JESEE Se=C/ (4,26 —0,3181—0.27P),
3.3.52
EEfEE  silicon-carbon ratio
HEP RS TIEZIE,
i Gk R LY B R Y OE R AH AR R e AL et RE A E TR AL A B e
3.3.53
FEHitk  manganese-sulphur ratio
o EmE S FMEZI.
BT S S S R B S MnS, 1 HE A SR 0 ARy g A b R A CE B .

3.3.54
Bk A=H7E graphite morphology of cast iron
PRk A SRR AR .

3.3.55

FAXHA&E flake graphite;lamellar graphite

FEJE 5 W BT S A i 2 N AE AY R AR 5 7 471 9 A BT T DU R o e 0 1 5 LB ) 2 0 B Ak R Ay A R

i SRS O AB.C.D.E.F /A fl 267,
3.3.56

EkiKH 2 nodular graphite;spheroidal graphite

PRI R LA PR 5 AR5 A A . BRI A 8278 3 23 BKOE 30 i 2 B R A BB R D6y .
3.3.57

FIEKA=E temper graphite

iIB X Bk annealing carbon

AR B O ER 2R R R K, th BB RS R TE B A SR TR A

I3
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3.3.58
EHRAE vermicular graphite
REZAE compacted graphite
P TR A S ARG S Z R A B,
. RN BRSSPI S Ll b A s T AN B e VR AR A DR OGN TR S e
fi LB T AEE L Ay AR 0 A e A A - Ao s 308 D] L W0 i 2 R A R
3.3.59
FHIRBE  exploded graphite
—F BB, TR B RUEE T R AER IR A At JOBE & Y BeiR Ay A A, W R AT R
A A GRFF RO 8 BAR LR BROIR A S IG TR B TR A S5 00 6w 5k U6 B 21 Bl — 1~ 2k A A
ZH T A AR A S5 1 /D B IR &5 7 — i B BJCIR A 22 YA 1E
3.3.60
MERFE  primary graphite
WS R T A 3L R BE T AT AT R A1 55
3.3.61
i1/ A2 undercooled graphite
P AL 8 BT A S5 I A% R 25 0% A0 Bl B P L ik v B B ORI 1 3 A AR BTG AR R A T8 09 41 Rtk
{185,
3.3.62
HEAE  eutectic graphite
PR AL an e A I A Ay A 2
G OBCER AL S SR v BE R O i B A T A A A A BT B A AR R BB B R S B G
fae),
3.3.63
H R eutectic carbide
I e A8 il RS R HEAT I AR RO R B D)
3.3.64
Bk free carbon
e AR S HAM TR LA k.
ik — AR SRR Ry A AR AR AR

3.3.65

A B graphitization

Bk e ] I B LA 2R A b Ry ol Rl AR PR LR R ek SR R R Ak A i o A SRR R
3.3.66

A 24BN graphitizing annealing

{01 5% 2k P 2 Bk (R 2 TR B0 o 5 A8 A S IRAR EE T

i A AT A S R e, IR A 2B AR ST T A A B A 9 e A O I SRR B —
H 720 C~750 °C i AR KRB — AR 900 °C ~980 C . H T 3R 15 8% F (4 BR 45 ¥ 2 g nT 8 5 85 5 — B
B &0IR .

3.3.67
AEE  graphitizing grade
PrREk g 4l i DL ST SU0T A R A N S ) AL

14
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3.3.68
A2 EF graphitizing factor
1 55 6 A ]
PEU % 88 B I i FS e R B i A B Wi S 8(K) ., K=4Si[1—5/(31C+SD [/3.
i KB RO S )
3.3.69
A& MFZE percentage of graphite area
A i AR A 0 i Rz b PR E R A R ARAY TR A
e OB 0.81~0.98 MERCIRAG H.L0.61~0.80 JHR G H,0.21~0.40 g% Qoo 8
3.3.70
FEFS A E TR graphitization-hindering element
{01 9 K PP e oG 3 Y TR B /D L S8 SRR IR T4 0 BELAS A S5 0 Hh R 0 A i AR B sROER O L
PRFE AR E R an Bl A AR 0 E .
F . W Mn,S Mo, Cr, V. H.N,Te.Se,Sh 5,
3.3.71
=17 graphitizer
I BRI AR 5 95 gk A 55 A 00 [ | o 955 % 8 [ 00 itk - LA S8 b 10 B9 0
3.3.72
Bkt 4b T8 graphite spheroidizing treatment;nodularizing treatment
T P i ACER A R0 o ol 2 3 B ] e R BT A B RS B LA BRI A BRSO A T R
3.3.73
Bkt #Z  spheroidization percentage;nodularity; spheroidization rate
TERL R 100 R 65 it s A P s OV BD A =R B OV BD A B30 205 a8 87T e
3.3.74
f= 5  magcoke.impregnated coke
I3 0% 325 5 56 0 7 3] 18 o %) 23 L 7 o) i v 5 6 A e
O R A R R R
3.3.75
AEEKE number of nodular graphites;nodule count
Bk & Y
BR AR 5 R (RO 2 R S T 2 oK i AR N BCER A 22 A9 SRR
3.3.76
Bk 7 nodulizer;nodularizing alloy;spheroidal agent;spheroidizer
A (R Tt A R T (] 2l R v S DL R A S A A I A T A e )
3.3.77
AR EKY  in-mold nodularization
TE5 BN AT BRI AT BRI AL FR I T2
i R E R RS A R B R Y RN B AE B P A B A B A AR SR IE R
P O L0 A = s S R < ol B2 L (0 0 o L T O e R (N R (s A N =T R S

15
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3.3.78
ZAHMEEE  sealed spheroidizing treatment ladle
84 A3 % B AL 5 B BRI B T H B S e A lEEE X BRI Ak B Y S VL
i HEBREER A M S & (R 70U ~80%0) JH LIF 2 A S, iR A PR IR £ .
3.3.79
A2 FHITE graphite spheroidizing interference element
ERAEHE D T A SRA A SR ERiETER,
3.3.80
BELV AR treatments for compacted graphite iron; treatments for vermicular graphite iron; ver-
micularising treatment; vermicularisation
B WP A 1170 (0 % 7 K I R o T G AR 7 B R A T 25 R
3.3.81
i=4r 7  vermicular agent
Oy (el i 7 B T B 1 ek A 32 DA R A SR A A g A Y R TR

3.3.82

4E{L #  percent of vermiculation

W% 4 B B b L G IR SR R A AR L PR AG AR h A SR S AR A A L
3.3.83

ki1 purification of cast iron liquid; purification of molten iron

2 B B R AR | 2% BT DG 3R RN 2 i Ak 3 ik

e E LA R R - R RO B 8 R
3.3.84

=ik wedge test-piece

6 A 5 B v BE T B W T R — AT Y i e

P P AR A R R 7 A e 1 B T
3.3.85

WEEHBHEIK chromium alloying cast iron grinding ball

LIS N FES ST RO OSER MRS S SWHE, LIRS S% o MR % b R N & & W
PRIEEK
3.3.86

BkEF5EEEESK  ductile cast iron grinding ball

UL ER 55 W5 2R R 04 R} W 1 B K

VE o AR Ak PR AT A B A A R R DR AR BRI P R B JCRR B E R CADIL CADI B8 RR ) ;i i #1

b AR A5 Y R e A 4T T R A R o kT R [ A R B I R

3.3.87

BEIR#E  breakage ratio of ball

% K e 45 O 4 i BB i FE R i B 1/3 DL by (o D AR b e ek B R B TR B8 b
3.3.88

Bkt ETH4 impact fatigue life of ball

Ve 3R 1t 5 T S N B R v T R Y A AL AR A2 B e YO

1 6
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3. SHERBGSE

3.4.1

HIEBREEE nonferrous cast alloy

HEIEH%Ee®

BRIOUENEEREEMITE BN G &I FE sl 24 T AE e R ¥ i

. il e S BN e HEESS BEHS S HIEMRE :[z.ll—’ﬁzf:#!-f#iér'ﬁﬁﬂﬁ"ﬁﬂ?f
3.4.2

wmERS cast aluminum alloy
VLR B W5 I A 4
i HiEm e e A EEN, FBE M RME SRS GEERETFIlE. FETARER SR AR .S

FEMBHERSZVS
3.4.3
sAtEES %  aluminum-silicon alloy
Vit N FE G EILENR G &,
F b FeERAT 12U A TELS G, SR 12N ELAMA LRSS SR E SN TR G E.
3.4.4
HBEES S  eutectic aluminum-silicon alloy
,.i!.ﬂ'=.‘=mk A3 (29 12,6 4SO MR EES 42 .
o HL bR [ 2 2H R A - AL AR i A R R 09 L 5 IR
3.4.5
THREEFESE  hypoeutectic aluminum-silicon alloy
THENTFEAHNINEES S,
ik Hh SR HS R o ALK 36 o ALK F0 3L 5 5 AH 8 R
3.4.6

HHEEESSE  hypereutectic aluminum-silicon alloy

wHER A TSR ES S,

o R AT Z P R A B R R o AR L i A R
3.4.7

#EE  primary silicon phase

ik U R 0 ik e RIS B % ) R M
3.4.8

H# F5E  eutectic silicon phase

AL iR R SRR o Al AH IR T B JE A2 A R BIr I RCAY AL A R TP ek AE
3.4.9

(RS S  aluminum-magnesium alloy

LI FES IR NS,

— M EFE(RRE GBI ~10M,

3.4.10

(&% aluminum-copper alloy

Uiy FESGEICENBGEE.

. —fE R R EO4 M~ 110
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3.4.11

0¥ S % aluminum-zine alloy

VIR EE R ETTRNBERE.

i BETER DR AR L LA B Y SR A AR AR A 2
3.4.12

(R &% aluminum-lithium alloy

S SR SN EHES S E.

. O s sk . 028 1 R8N g6 1k & & B AL HEER S Ak .
3.4.13

HBiEf S % cast copper alloy

VLR Dby ) 95 155 4

FE OO R B VT MR I A (RS
3.4.14

$515 5458 cast brass

LIFF A FEE G ILENFLEEH G S,

s b AR R 9 B ACRE S5 OCE A PR o 0 R A L T AR SR OCF B9 PR Ol R L i ACKRE B B Ol Rk R
3.4.15

FEEHE  silicon brass

THRERTESET 0520 FHE/NTESFET 3V EEa 4.

i A RIRY A ERE, S TR 4 R R B A5 e e ) S e RFL
3.4.16

EEEEY high strength brass

DEZIN TSI /N T Wk IR g

. HA RS oo A o, SAA S FE R o M R A, 2 H T AR R | 00 A 0T A T A
3.4.17

$HE zinc equivalent

25 0 T v ph e R ORI A 0 A R e P S AH RO B TS P AT AR ) A LR W T A
F) Y Y 4 B

i A B = (Zn+ZE, » n)/(ZntCutZE; » n) X 100%,

Ao FEERCo FWEE —HboE T e, — b o EA B R

3.4.18

&40 bronze

a5 o 4 Bz 15 PR o i L B i DL A e i s o 4
3.4.19

$ 354 tin bronze
LI M EEG S ILENGEHFS &,
3.4.20
$A5 % aluminum bronze
BN TFEESEILENGERSE.
F . —MEEE 8.5 —~105%.,
3.4.21
§F5 8 lead bronze
{E5 B 6 A 2 LA 1020 ~ 24 B Y 55 5 42 .
18
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3.4.22

EEF$E  silicon bronze

THERNOLSYN ~4% T HE/NTF 3N MHERGE.

. o RE RS T
3.4.23

BIEHEAa® cast copper-chromium alloy

®E

EHERRTEO N 0.4 ~1.2% W& A 4.

E . HpEfd g B Ea e E, AN 0 TR APk B nh S PR R S
3.4.24

S FEEfHE % high damping copper alloy

HE P e 3 3 g Bt e 2L BIL B 20y R IR 7 B ] e 4

F. CAMESEMES I EGEE R AR VB B EFESEICE.

3.4.25
HBiSiE S & cast magnesium alloy
LLEE 9 FE (0 ¥ 1 A 4

3.4.26

HBIEHESE cast zine alloy

LISt R TR N FE S BT ENEHE S &,

B P NIRRT R EE LR R G W . BT RAT A5 i PERE 0 S 1k B R EE
3.4.27

RIBESA& fusible alloy

P B B 3 Tk Bt R IR S 2 ) BFR.

i T B R T
3.4.28

A S4% bearing alloy

BWES® antifrictional alloy

ELA B0 i S R e B2 44 AR FH T 0 i Sh R 0 S

. R ARG SEMERS £,
3.4.29

BEK&% Babbitt metal; white metal

e BRRE AR L Ao Al 2 0 R A ) (R AR S A
i AT =R

3.4.30
k&% titanium alloy
VAR Ry B 5 42 .

i HoHd s b R IR T BB B A s o T R R 2 B B SR R A B L A g
3.4.31
HBIEHIRE & cast superalloy
R EETE 600 CLA L Al aRSZ 8 KM 7, 3 B R R mfa ¥ iE o 2.
i f AR OCE T R A R R
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3.4.32
REHBERES nickel-base cast superalloy
LI Rk 2 meidE sl a4
e G TTE NI B S VB B VBV VRS B TS BT E S 650 °C~1 100 °C L BAy 0 RO HRRE B
(LARTIETI S W LR i

3.4.33
SNR(GEK)EE Monel metal
- ol g R W il e IR
i, HAbEl (im0 P S8 600 ~750 i 280 ~35 1. ek S A & 0E,. BAEMRRMNEGS ¥ H
HE FIT L & 9 1] b 14
3.4.34
HEHBSESRS cobalt-base cast superalloy

Lk Ry i PR T 3R A B e A 4
i O B S TT RO VBRIV AN AL S RME TR, MR 730 C~1 100 T, R
AL R BT s E Ff i B (UM DD HU P RB S 25 . R EESE T HERIRVSES MR .
3.4.35
BEBESERS iron-base cast superalloy
VR M HEOTE WG SRS 4.
. HpEERUIRSEORTRET 207 2N Fok 58 AR WK, 6008 B0 8.0 9 .5%.
BB BRE L EETIRLEE S 600 °C —800 C . HAT — i (8 IR 58 B AT Sk PO SO R R G . 2 R g
R E AT
3.4.36
E# &% die casting alloy
MTEDERN S 6.
. BT W sh eI A IR T A e R A N R, RN ER S A RA S BE S,
B4 . Maemaisseas.
3.4.37
E%%E‘ﬂ"ﬁ' die casting aluminium alloy

ARG G .
E FEAHERSGS. MEALBE. SEEASOE AR,

3.4.38
E#H%SE die casting magnesium alloy
HTFAEPEHEEFNSES S,

3.4.39

EEE % die casting copper alloy
FAT A= 7= e s 1F B 15 45
3.4.40
EHBESE die casting zinc alloy
AT ARSI E. S350 ~4.5%.

2()
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3.5 BEEARRIE

3.5.1

B4  melting

A o I A < T e T s e A A R A AR T B IR Y RORS B L LA IR A R ik B K
) 2 FE I RAE
3.5.2

B E  melting rate

B/ INBE BT 44 1Y 4 T8 i (kg)

3.5.3

IBIEfRFE  total melting loss

R 157

Jo% +1

WL R i s | AL 28 A BRiE SR IR R IS RORY 4w P Rk RE . B0 & R R B S 00 & TR
BERZE.
3.5.4

£ % ¥ ¥ vapourizing loss

e D S S0 E ZE KGR FE .

i - G e BB 1 00
3.5.5

JLEEH  melting loss of alloying element

B dBEPREESSITEMNHIE., —RLUZTEPRB L IMARE T 92K R.
3.5.6

JTLEM  gain of element

e iE B e R b E R bR S EORE R Y e 4 i S B L o0 R S aYE
3.5.7

#&#  melt bath

BN R Y DA N alCH A BT Y R L T
3.5.8

BH flux

TEAR 4 b B oo P L 7 55 0 it 2 o o 50 R 00 0 o, DR 0 T Rl 1R R JB5E I 4 i VR P A AR 2 T A
Py Ikt
3.5.9

BES 5  degassing flux

FH DL Js fil 45 i 0 B 25 3 SO 4 .
3.5.10

BEF covering flux

i TE A2 T 7% TR B b S T2 R ) .

iE . EEM TR E U S E e LA AR R A i 4 B n ey A
3.5.11

¥EL charge

e N e b NP BEHY BV RK
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3.5.12
B #  metallic charge
AN N S 5 IE R SRR
iE . AL IR E L PR e el R T

3.5.13
HE &% master alloy
53
Y AE T A U R U HAE B A ek 0 20 A 9 16 6 6 T 4 R ol 5 1) 5 4
= PN AR ) S L v A L =R DR R S el DR o T o B 0 S Rl ) e o 50 o 10 B & S S I o

{15 < A B AR DX LA T T A g 7 el 1 ¢ L Q0 ol A o0 ] AR L DA TR A 9 i 45 < RO b R 15 10
3.5.14
Bl %R #  foundry returns
PEwg 1 5E ' 1 R Bk B 4w S 2K [ b i 0 B 4 U IR L
3.5.15
E&RBH  scrap
VE b B B TH 2 & 10K
g OAREW R B R W, RUT SR EE SRR
3.5.16
LT E charge calculation
Ae 43
NP FF B9 A oA Lo R A 02 A g i ad FE T oe S ey AR AR L AT R B EE Y TR
3.5.17
I i slag
i
s e e 2 RN FRDIE G 7
CE i R B SO A T R LR R A R T R A
3.5.18
ETL‘E sludge
BE LU AR il <5 Jim R Y D0 D 8 445 1t JE 3500 114 P A0 2% T
3.5.19
izl dross
WL B R TR D B R 25 AR R b A T TR TR A B N e DR TR TR Y i
3.5.20
EME#E  basic slag
Bl FEE AT 1 11
3.5.21
ERME#E  acid slag
fRl B /N T 1 A
3.5.22
=& slag forming
TF 45 ok Bt oo ) o T ACKE S ] ] B P A P B ) 4 R L T R AT — s BT B A A i Y 1R
E o A T R of A A R < R R T 45 o < T R A ) TE AL 2 B T TR D i AR A R 2
22



3.5.23
Hi#® deslagging
M B e 1 S i 0 R
3.5.24
Hi&E O slag hole;slag notch
Fa b HE D S R L
3.5.25
¥ #F  furnace lining
FH T A L 48 G ) 7 PN BE L L RS L b BE LT,
3.5.26
MR FT basic lining
FH A E e Rt 8 il B By 5P )
3.5.27
ER MM 4T acid lining
FET 0 0 )R L ) BSEF A e
3.5.28
mifht  fire clay
FI =< 1 0 i e g I T oA RE TR T 1 520 O Ry S e+
i MR SR a2 T AORS R R T RS
3.5.29
W E index of basicity

R

Yrodts vp BT AT BR8P MR A P i SRR LR

Cal)%
Si0, Y

M E Rl R =
3.5.30

#h kP patching

FH AT ST OB B £ b 00 4 i D1 20 B 8 .
3.5.31

¥r¢  furnace campaign

kA%t 75

T Rl T s (e T 30 40 R 4 B P LA TR O R R A (]
3.5.32

F¥F  blowing in(/F XK ¥F) ; power on( BB XA)

B M BV E 1 T i

i ] G R T b AL L P T b A e TR
3.5.33

RS 5  furnace atmosphere

TR B o P - B A AR R R fal e T 4 A Y U AR

i O AU R A PR

GB/T 5611—2017
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3.5.34
RS 447 flue gas analysis
Rof J 5 0 HE L SO 9 2 A3 0 R AT 0 4 B
o TR e o SR ORI R AR L
3.5.35
= HIS 5 controlled atmosphere
e gt AR AP I AR AR P LR m ] LA R T B
i M EARERCE P RCE R BRSO ERE S BTk g TE A e O A SRR S IR U
3.5.36
YRR H  on-the-spot sample analysis
SRy G A e A O L A G A T b A L 0 A A PR T
s G AT R T kB Gl i R i W o
3.5.37
Hi" O  tap hole
s o b O T L HH RO AL T
3.5.38
HEREE  tapping temperature
T WA P i A e A I B 3 B
. W P IR RE I L S R DAL A N PR R 00 Bk BRI R A T R AL N R ) IR AR O
ETEHESHE.
3.5.39
EIF remelting
&R BRI .
3.5.40
BEFHAFEBEIMEYE consumable electrode vacuum arc refining
W BT T B 0 B T 4 4 Ja R A A Sl v i L A L AE W o PR T T e R BB R
3.5.41
&t i8 % injection metallurgy
FHACIURS B0 R 16 4 MR A G b 4 g /A TR B i T2
. nTMGEIR SN R IR St R
3.5.42
X i B zone melting
FI ) 25 Joe 76 [ 25 F0 3025 B R b B9 0 52 22 01l (o485 DX MR XRMF B 01— S ] ) — S 8% 21 R 2R T HE TR
B — i FH AR 86 4 & 1 SR S8 BB ARS 1 0 % .
3.5.43
=iF IS E:  levitation melting;suspension melting
e e FEHEEPhEEN 1L,
T T HR B AT L A RE e 4Bt 00 T e T AR Ak
3.5.44
HZTB%  vacuum melting
fEH SN PIE R RS # L2,
. LT LA I | A S L R R R T R T
24
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3.5.45
H#H1IZ 4 crucible furnace
TE I NIE L S IE AL AUE S B A 2 b 005 0 L B by P e it A L aliv B
3.5.46
HHi® crucible
K v FH B 8 Ay A SR DA BB 2 T I . sl kLB L AR S R P RL I B A e Y A
3.5.47
fRiEX" holding furnace
Tt 7 05 B b 4 R 0 4 T W I 0 D 4 0 21 IR B i B
3.5.48
fEf*F  reverberatory furnace
— Py A HETE b Ty R B s e
i U A IO JORE R B B F P RO R s ARt HE T A H RS R E B W e B TR — IR iE b
FC o AFL45 ¥ HE A L AR A T AT
3.5.49
BB YR electric induction furnace
I FE IR 07 FL AT T B RIS 4 4 T8 B 0 -
= I R oy S = I A O R O N W1 (7 S W R s o = IO | B T o, [T R
3.5.50
7o %P skull furnace
K FH Ha AR AL o o 3 e s A o R R e s T s Lol
i otE AR g E A K YS HH H  EE S e AT B R R A R b & B Ay TS . RN & B A B P
e 75 .
3.5.51
%% recarburizing
T 0 T I AT T A Rk L e e S A R T i i 1 A
i I R R LAY L D T R A b ¢ R e e IR e i el I L T A R PN o S i R
ZES
3.5.52

1 5% 5 carburetant; carburizer; carbureting agent

TR o T LA i ey L 5 i e A i TR R (IR 2 O A0 5255 | v e A K s Bl
3.6 SHEINEE

3.6.1

HMIEY  melting of cast steel

TE R0 PN IR T AR Bk 0 R L a8 0 B 25 B SO A 50 2% 0T L R4S T o7 i 73 RN EE 5 RS 10
PR Ay R
3.6.2

AEWIBEE  dead melting
TE K LT A BN A ST IR L 15 36 B0 0 Y IR BE e BV AT ok D A B T 8

[~
P
L |
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3.6.3
F|U B EiE  oxidizing melting
P B b AR R IR INABR T A AR i S B R B SR AL B T 0 A R T
i T B A R b R B O R L R IR T
3.6.4
B E oxidizing stage
S HEA  boil stage
K 0 ok o A T W B AR A (Fe, O ik ViR B 55 o R R AR WA RO A B B
i T W BR Wb B SO R B s R AR R B Y e MR
3.6.5
TSRS oxidizing atmosphere
fHa e R da bl TIRESY.
3.6.0
FHE oxidizing slag
11 BR300 E A 0 5 B BE RS B R 17 S0 B Y i
ik P E AT n A L e S T R B TR A e LT R LB TR TR L
3.6.7
L JEHE  blocking stage;deoxidizing stage
T 1k o g S A ) S R A I AR IS A S B Ak S i i) B B
3.6.8
EES 5 reducing atmosphere
HEL & 8 R ALk n il & s M RE S .
i AR A e A R R R R
3.6.9
JEi&E reducing slag
5 5 B9 3 530 P A 22 38 J550) R 3 G | BE (5 A IR D 3 T S A A B T 1 AP
i A
3.6.10
BHi& white slag
TEBR B 50 o A IR A B By L RE OB JS I R AY i T
E CHEEHACEE A TR,
3.6.11
N4 electric arc furnace;direct electric arc furnace
B 5 Rk 1) = A R LA e e T i
3.6.12
T EBEILE  basic electric arc furnace
Vil P RS 2R dE CORVER i LB 1% S5 ) SR ek i e L
i o AT M R LA
3.6.13
BTN  acid electric arc furnace

VAW P 0 R 6E CI ik 0 | 0 55 ) SR e e g el S
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3.6.14
Bi#EIEE  electro slag melting
)Y E, U 30 o A i O A A R P R T R M < m
3.6.15
Ei#EIESE  electro slag melting and casting
W B A B 1 ORGSR T S BRI R T
3.6.16
FEEY electro slag furnace;electric slag remelting furnace
LA W E a0 a4 3 7 A Y R BH AR DR G He 1 A FIORT MR 2 T 1 e 1
3.6.17
@ | E  argon-oxygen decarburization process
AOD & AOD process
o) B PP A SR S TR A SR S A T 0 S IR 15 T P B Bl SR RN 2 T B P SRS R EOR
. TR S AT e,
3.6.18
fifx decarburization
T B B o ol AR 87 A B0 AR e B9 S v 008 itk e F L e /D itk B Y R A
3.6.19
fRSE  deoxidation
R0 A il T P R AL DA S SR R s A bR (A ALLSE S5 L TE BB T HEBR B A AL Y AY
Ptk
3.6.20
AR E 7 deoxidizer
pops et a3 Bl A =R NGRS DA SRR
3.6.21
fif%  dephosphorization
0 1 B oo R AR Tl 00 vh R A i 2 A7 0 PRI 5 A AR A .
3.6.22
fZ% desulphurization
o VR s ol Py R B 5 2 P L R Y R
i R AT LAY B Y e B b R AT BR b A B AL 5 T A b S e R HE AT L PR O P b R
3.6.23
AR5  desulphurizer
Ay B o 0 e 5 i v A A o A A B L B R R LA AR 5 A M < S MR AT T e O )

3.7 HBEIBE

3.7.1

PERIE S melting of cast iron

TEAR BN PR AR B P 55 & R R I b L 3 ki 4 B 25 B A 2% RSO L S B A
TR Al A I A B R A G R
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3.7.2
WELIE .  duplexing melting
FH o s o o B 5 i e 0 s < i 11 T 3
i B G - SR EL AP T TR A IR DR ) 0 R
3.7.3
MR cupola
ol LA B 0 (a0 B Bk R g T ok Y e 5 [ R Ak ek
FE . A )m S el O R M AU G AU B A B i A AR
3.7.4
KEJEENH X O KL  spacious twin-tuyeres cupola; twin-wind blast system cupola
WDy 4k KU HERE S b B B AR 0.8 ~1.0 Ry ip R o,
ik B AR ] IE B S R i U LA R AR R . R H A 2 A A e B, BR R L HE IR T AR
T T HERU A fn AR A B B RGBS R HERE R F O fE e B ng R DS RL I ml N R B, O S S R
LT HERE
3.7.5
ZHE/NX O XKL multiple row small tuyeres cupola
HUTHER 2 T =3 AT 298 2.5 0 —~6 Moy Ko,
iE R SR B UTE B B N A B A el i S AR L IE S A X LR R A SO AR Ay CO PR A 4 89 L IE A
WAL B AT B & L 1 o R o 2 0 e
3.7.0
B EXI  waist shaped cupola
RS I et g T A B 22 HE /DS 8] B AR EE KL VAR 45 S 09 R
.m0 AU A R R X A0 A A L SR AR R R B IR R . EH TR MR
3.7.7
ALK hot blast cupola
K FH A B AU R R g
3.7.8
K& MK water-cooled cupola
FH K ¥% B b BEFR O CAna 28 iy i R
3.7.9
KGRI F HRE  hot blast liningless cupola with water cooling
K H AR B XU T B 5 L RO MR AP i B L TG b gl T I (] g SR A R 0 S Ak R
3.7.10
TTEHKIP  cokeless cupola
A B B A ARV RL Ay e
R A i B TR AR O A B 2 2 B ERE A L BRI N R B L P A P O M) A R e AR
Al M5 G L RE ] TN R e R SR A R R A
3.7.11
MR R4 basic-lined cupola
FRVEE A S Bl 14 i 2 BA R Oh o Yy o A
3.7.12
BRI acid-lined cupola
PP P ek A e A0k el pr) v G
28
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3.7.13
8% pig iron
i AP R B PR H % R R BE
3.7.14
$BiEE¥%  foundry pig iron
ARSI B S TS A R ZE R A
i P A R A R R R R R AT I . PR — A RS R R A R A el B L e B L S R B L T R
PRER A B R R AR PR 2l

3.7.15
Bk coke
A S OB T A 09— B [ AR AR
i I A R
3.7.16
$Bi5E & foundry coke

& FH T i e A I B R e AR kL

5 P [T I N N 0 A8 1 N B 71 5y N = 8 [ i (I Bk R e R R =% e (T
3.7.17

ElZEfx fixed carbon

AR el R e = B R W MO Ay LSS B R Ay . B B E R 20 =100 0 — (FE R Yo+ KA )
3.7.18

$RELE  iron coke ratio

£k

rh OB R IR AT A 0 e Rl A SR B A 2

. N EERAEELRPMA. SERMERPHELERESHENERETEEZH ZE R EHMPE D &R

LAE SN TR TR B g (el s

3.7.19

JREE  coke bed

LN NI E VA o GRS o sl i el 1 N0 =9 23 S

5 R R 3 U i L o W AR GF SR R L A SR U - SR 5 BN G T
3.7.20

B4 coke split

LNy G 3N D | DG H TR E  o  el 5] R =5
3.7.21

B extra coke

IR A R A ) R W BRI Dy B R T AN (W) B ) R L A T R T Rk B 2 ) —HEJZE A
3.7.22

#E=HE  buffer coke charge

ORGP B e R L R e B TR i RS IR DRI T A s B I O DR e e R R AT 7R R
E HY J2 S B Ah22 ABY T k 5 0 iR A e B A R
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3.7.23

&% ferro-alloy

DL N Bk & @I & A —Fh el LM & &0 E 0 I INE & BB b g & & .
3.7.24

BYUEE effective height

iy R B IR HE DAL T e 2 B0 ok R T e B
3.7.25

YREL  cupola well

rp R A AR RIS HERU TR 2 Z R 2Z [R) 0 B,
3.7.26

B4  forehearth

L2 T I R T R A R RO (o R R B R B AR Y SRR A A

= PO U SR NG F R SR
3.7.27

Zf A8 ribbed preheating jacket

AU R B BRI P IS SO AR

HE A% B KU F 1 3] 300 C ~400 C,
3.7.28
HEk# cupola spout
i R R R 1R A R A P e ) R
3.7.29

B F  melting zone
R Bk b <8 JE ORI R s A Bk A 52 BR Ay X
3.7.30
K7 air belt;air box;wind box
[Tl 2 i R AU s ot [ KL B e AL LA 5 i B 9 5 DA 25 1 XU I 26 A i ) IS A 1
iF . Kor EREA RS - F e e KR, R N AR R DT 2.5 m/s—4 m/'s.
3.7.31
MO tuyere
UL NS AN AR = S Wy S WA R W T e A R 1
i R RSP AR L RO A AR S e HERE M O BCR 2RI . RO RN B Y
T B 7 T D R R B T A He R
3.7.32
MLALE tuyere ratio
R LT B TR RS T LT DO R AR TR L
iE . M E S ER.
3.7.33
YAEEZIN  cupola wall effect
A A Y S A g ] BE R LS
B RS AR RS R b R A A R 35 T P R LAY SR RN IR R L S B AR Y S DR Bk AR
AL B A ok B R DRI T R B AN A
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3.7.34
MRS E  cupola operation chart
FEN P RN IR AU I | B e FHRE 0 A IR T A 0l 1 A L G R B AR Il 26
3.7.35
MR IAEIIES]  front control of molten iron of cupola;inspection in front of cupola
TE ip b 4 B B b L O PR UE DTS 5 A B L X R b R R AT R R
P R R BT RS A B IR RE R | B B e B B P A R R R S
3.7.36
PRIPFEIE{  tester and controller for cupola melting
FH T 0] 0 7 1) v 0 s A ot R 1) A0 08 BB
i AT AR R TR I S A3 b A3 I 3 B o T S A A ot A 5 T 4 0 0 B A A R ) S
3.7.37
1L E  melting intensity
Rl ek A, 3 AU Ak BT e 1R A T R
i LR R RN L/ (m? - h)
3.7.38
JXLZ  blast volume
BE A7 4335 AW P 0 o R S A R
X B R (md mind
3.7.39
XX GEE  blast intensity
LU RE R PN 4 < VA o < B (A A AT 2O 0 o P 5
i BT REE K m'/ (m” e min) |,
3.7.40
IXEMEFA  blast pressure
P25 wp R i s T AR 25 R0 A B R L B S mmH, O 5 Pa,
i 1 B R EI (mm L, O 2 Pa) .
iE 2. RUHE af LRz ke b pR S0 BEL F A 28 f o B ke ] S B M e A A A AT i R dbropl i BE A 0B fR . KL E 2
e PR RS .

r

3.7.41
BER1EM  oxygen enriched blast
A K o T o A S B
iE . T o b RS AR AR RS L RS bR IR R A Tl R
3.7.42
A iR £ dehumidification blast
W 28 o Bl P52 Y 23 T A P R Y LR B
A TR R B L e B RR A R e vh A B L PR AR R E R R O M R AR MR
i KU XA 14 7 LT PR R O P R A Gt i S L L R T Y TR IR
3.7.43
A iER  hot blast
R 28 ok TR 2= Sk A PR I B a8 KU I
3.7.44
EXTFAEE  blast preheater
g (25 b P Y 2 ST S T AR
= RN UE T SN N
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Ly AT A AP B T B R T S AR R A S R LR R v ) 150 C ~ 3500 T
2y SRR LRI S AR A e T At kPR 7R A R KL DA KU 2 0 8] 500 C A

3.7.45

NIEHERE  spark arrestor

ERR € S RPN B[R0 N G R SN @ A R S - I VA R i N B B
3.7.46

WERFPMELH  cupola charging machine

FEIFORBE R A R I N B FLAR
3.7.47

EzXMAHL  skip hoist

&I 5 FE MR HIUGE s 1T ARV O JroBHE 7 B A P N iR & .
3.7.48

WERIFEINMEIYL  automatic cupola charging equipment

PRI H sh e e A

i HLINHE SR H R IUEE . H b Fr st A B, H shiz X o B sh A R 0 SR A A s i E . B e LR =
3.7.49

Bi;#  electromagnetic chuck

I T P i WA g R R 5 A R R ) 2

. ZHEAARTHLM & B o E CF e b S IR Bk bR R R
3.7.50

EALERFE  electromagnetic weighing balancer

b Ay L L BN SR R B S0 2 A shale B sh AR B A R R

3.7.51

W% carbon pick-up

RGP R TR DS R R A Al g B B 4
3.7.52

M4l  bridging

& ¥

AP N TE IRU T DAL S B AS BR IR T B i B 42
i B R T REREESY Wk R R IR BT A uE
3.7.53
%7  banking the cupola
{1y b B N 1 R B 3R A
- B R A A L O F UMD AT T R D L7 S R R A e A p R R A ) R (R R IR
Pk A2 36 AL B S 3 AU O T AL LT L LA B R b
3.7.54

T4 cupola drop
LIPS GE T yNAE SR NG GE R 2GR SYNE R (o

3.7.55
FESEHL  breaker
i BT A B B 1915 5
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3.8 €@K ALE

3.8.1

&% refining

LBCE IR h i SR e e E M Ie 22 5 DL b 4 T VORI 4 T R B A R AE
3.8.2

EZEFY%  vacuum refining

g A 4 S AT AT I RS B FL A P OR BR IE R

. INE SRS . VAD.VOD,VAOD i %
3.8.3

YR 4pFE R ladle refining

TE 055 B b S0 H P 4 s W AT A B 0 T 8

5 RN vl R W B T U e S i s O o = e el B RS 1T

3.8.4

FBIEEF  refining flux

75 o 571

FH R B s il < s vh AR 6 T8 e s W FA s SO i e 51
3.8.5

RS degassing

=5

F B e T A s TP SO 4R
FE . S A AR SRR BB UM L A R R SR R A Y R R B s i R L R AR R
AR SR BR < LA PR AT
3.8.6
HZTEBRS vacuum degassing
7 525 P B B 7 A & Jd b IR B A
3.8.7
WS §1 blow purifying
W P O AC T8 o s b o 2 B i e 1 0 w4 i rp i SO T i R R SRR W B B AR
3.8.8
% fLZEE porous plug process
A o 0 T RS A ) 22 AL FE WA UM DLl A Al TR Y ik
3.8.9
T H{  modification

TE 7 482 AP I A BB B2 0 455 S A Y 21 A o RO T de 22T 30 (o 5 4 19 58 1 ZH ZUMI PR B A5 DL s /Y

Yy b BT
. ANGEERN A B ERAL AL T B RE A B MO BEARZE R AL TR
3.8.10

T HEF  modification agent; modificator
H T8 5 4 Wt Ay 22 o b 31 A9 5 m 55 .
i SRR ERIL R FEE LA G TR, ERASETFAMKNET . 2FACEMEZLE, H
P8 1 A B IR G A S R s IR R B R e AR G R L O RR R R A B ek 2R A e e LL O B AP
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B ARAS BB 18 77 25 oy B obR 2 Ay BROAR L BR A 35 0 oy 2 A R iR AR

3.8.11

Bl phosphorus modification

E 3 5 |k e RS B 4 W P n A B L TR il W b R S 4 S LR TR ORI 20 Ak ) A RE L 2R S A 2R
AYERERY AL T2,
3.8.12

MTTFHE sodium modification

TE £ Bk 0 hon AR sl Rl B 5 0 & it b R R R A hy R T R AR S 6 T S R R Y AE
ML,
3.8.13

TR Sr modification

G SR R R A | AN 38 - 2 57 Rl ) B i B R e B T D P 2y S =R N L T LR T NN D S L e el
FERERY AL T2,
3.8.14

KHMEFRF permanent modificator

INA AT 24 455 358 IR ) 208 o 380 2R 1 o6 2= 19 A2 Jo 1) .

. HES S RBCER A P S AR B T E .,
3.8.15

BRI FH  in-mold modification

TE T 22 40 PN T 78 o 7)) 98 Y 4 T VRO HE A T R B 2 TR A A B 2
3.8.16

ZE inoculation

0 48 0 PRI A GE 52 e FE2 42 ek B L 045 B 25K B9 RF 72 AH I 4 46 R0 2l 58 HOIE 30 0 ) T 1Y) 4 Tim i Ak B
TZ.
3.8.17

et ZE instantaneous inoculation

Fa

[EZ 8 late stage inoculation; post inoculation
A Bk E IR ERTE P R T R E A,
. IR BT RN T
3.8.18
FEIRZEE metal-stream inoculation
TE 378 1 0k 2 H 7 4 T8 VRO v 3% 28 0 R I ACRLIR 5l 22 R 2 R A BB 2l ik
i LSRR E ORI RE
3.8.19
BKRNZE in-mold inoculation
HE FHE R e B R 2T 53 w8 € 8 W AT BE ) 22 77 A 3 i ik
3.8.20
%O# %28 pouring basin inoculation
M T 5O T R X5 E & m R B 22 i A B ik,
3.8.21
ZEF inoculant;inoculating agent
A 4 s 17 2428 b S py Es ) .
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dE . TGN Sy =g S0 AS B T R SR N LR o A L 0B R AR B IR S A 2 S A AR gl 2 rp
[&1 578 B2 AR /> L BT 7 14 2 4 A HE R0 ad % & B 2R R af R I 2 T B9 e TS sl B0 - g O 1 & B B i i L
T A0 3% of o s 2 0
3.8.22
ZEH inoculation period
W A TR ok ¥% 30 7= A % 64 B 18] 8] B
i e dh Ve G R 2 ) e o0 G ) (] A
3.8.23
ZBHFIR inoculation fading
2R E RIS Bl IR 18] S0 R o2 i e s LA B R AL .
i AMETFNETERSEAR, Pk r AR Rm. 75 kBT 4R 8 min~10 min J5 it # i 7]
ARG PR BB 90 09 PURE BR G 8 400 —6 70 1 ACR T 4EFF 20 min,
3.8.24
ZBHAR abnormal inoculation; under-inoculation
B E M RERMARERA NS AT RA R HHERAL P A BH A EREL.D.EHA
s B 2 H A P i Ak Ry B 4
3.8.25
& AE alloying treatment
0] 4 J& WP I NG o FE LARUE S & 7 0 MUE WAL 22 iy | & AH A 2URE BE ry b IR 7 ik
3.8.26
REiEx CQ process;wire feeding process;wire injection process
R 22 7%
FH & FH i 25 55 1) ol 2 B4 Bl 58 2 2 B 19 4 T8 Ak 8700 25 AL b b el 4 i L b A 4 TR T R A TR
I VEE A b B T ik
3.8.27
£ 8 shaking ladle
— ot 7 R TE T A DR O E A SR L L A A A EAE T 4 TR S S N R L 2 S Y

ULSLINI
5 PR L & SN ] R I el R I UG 5 e o o i R R P L
3.8.28

FEEIEFF  electromagnetic agitation
P FEL 200, | A OGS s it P 4 i VR A e AR T .
3.8.29
2 E holding;stewing
g A b P 4 D W AE — o B R — B s n) DL B R e e b I T 2
it FEHTESE.
3.8.30
IV slagging-off
MR PN B 0 i B 4R A
3.8.31
BRI Rd 3  in-mold filtering
FRFERgG PR ESIER e R Jm W) 0.
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3.8.32
BMHEEW® in-mold alloying
fERFERGENER BN AR SRR ET S SR 0 Jrik.
3.8.33
mALZA4  grain refinement
{5 4 R [ 5 45 4 /) ok i b 2 7 345
i B R S 4 e B B P R A TR L e TR LB ek (e s B FE SR R fk o ik O &2 g ) L R
UINGTE ke R | T T
3.8.34
mPLILF  grain refiner
I AR 4 T v (A 4 R T Tt R 4 1 B 4 o

3.9 =it

3.9.1
i7%iE pouring
e A a4 i B TE A R 1 AE
3.9.2
RIFS A i%IE  pouring under controlled atmosphere
FE DR P U D B TE & Jm M R AE .
3.9.3
HF{#RF vacuum pouring
7F 525 h iR & 8 a0 ik,
FE L HE S b B SR B Ok A P e R A
3.9.4
BoiEiE3HEE automatic pouring device
EaE REYLTD B 3 2 mRNRIRT N Bk IR A RS S i
A AL R SO R L Tl R A R e R % T T A
3.9.5
HzhiEiFEHl automatic pouring machine
HE (o G AW 171 2 0T 95 Y 58 bk . 1 sl 58 i) e 1 i B M B T i 9 B iR i A
E AP G0 s b [ o W W B R WO |- R W SE R e W L
3.9.6
R i7EiEYL  electromagnetic pouring machine
FIH R s e T s M E miR I SR E .
3.9.7
#3E 0 churning; pumping
K i e L = R o R o | S =i s D o == I B (SRR SO E Y (o
3.9.8
=B O  teeming
#MiE  hot topping up
R 5 — B ) 0, 45 50 4 W A0 T SR 3R T 0 B0
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3.9.9
e ladle
TGN A B s R R T A A < TR T B A
i Hoh A A AOR R R KRR
3.9.10
EiEE  bottom pouring ladle
e T M U AR G Ll i A P T e AR TR B DR AL
3.9.11
¥%3iZ 6 transfer ladle
0 4 a8 i MRS Hobr e 28 31 Oy — - aE e b R s B R A AT

3.9.12

EWEE heel

GeC RIS AR T — R R e B S & R .
3.9.13

ZERE cold metal
il FEE LG o X L2 AR 7 5 % B P 1 5 DR R
3.9.14
E¥ weight
B b AT IRCES & R R R L AR L K SR s PR AR R A BN

4 EERIFH

4.1 EAERKIE

4.1.1

S8 molding material

il 18 28 GRS FH BB

i S R R AL AT R RS 28R B T GRS ) R A
4.1.2

HI1EH® foundry sand

B0 IR 65 5 00 ST 0.020 mm (19 J0KE R 2k 41 kL

i v A T gy AL oy N iR AR R A
4.1.3

[REP  base sand;raw sand

&P  new sand

A IRAHRE A | (o] B R0 FURE &5 70 S5 9 WL 8 Ol F ) Wi R A0
4.1.4

IH#F used sand

2o Pe TE B FvE IR S e A AR PR R CED B
4.1.5

Bl H# reconditioned sand

|H WD 25 ik 155 | W L O A L B 2 B v ZV AR 1A L 1 B8 A5 3 40 VR & 0 0
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i [ HTRE A GE 5 b (it T (o TS a] 85 i £ il K 25 A0 BEE I, DU CR IR A R R AT S R R E
4.1.6

BER  reclaimed sand

(H 0 25 15 A2 b PR, 2 Bl o0 25 B 0 b 2 1 60 762 110 9 85 A 4 90 S5 2% o L 4k 52 30 4% i sl o o b PR g
b,
4.1.7

# &  burned sand

5595 18 4 T T il 22 PR PR R 7 A sl RR 2 AN TR A2 1 R GED D

i — AR T BLEE #E
4.1.8

AR hot sand

eas iy 10 C Ry RRD sl il & T 50 "CaylHab.
4.1.9

FE R waste sand

AT 7= SR AR IR ] Bt 5 B2 5 i [H D RS b

4.2 JREb

4.2.1
HiE AfRER  foundry standard sand
Tl AE AR B % T T K e W5 s TR Gl R 45 o B S R e kb
. o SI0, R OEESEO R TS T 00X  AFS F I 4 4 53, M TEHHUN T 8% F 1200 & I & O i 4
BONTEET 030 BFEM /D TES T 5.0 mL.
4.2.2
%15 HEER  foundry silica sand
VAT HE(Si0, ) N EEZ Y4 R AE 8 0,020 mm~3.350 mm i & 5k 4 .
FE DI R ik AN ) 4 o RARFER AN TRERD 3 i T 35 B9 R [a] L 4 R K Bk gD RS BE R A
4.2.3
s Ak &R Spherical ceramic sand used for foundry
LI AL O,-Si0, R FZF Y R4 BA2 0.020 mm~3.350 mm B4 i J k7 4 .
i o T A R E R A CRR N ) 2R R I e IR L 2R R TR RO R A L T 20 B 0 Bk R g . i A
T v R R RS T EY L A A 2 AR A AT AR R R R R BRE AR
4.2.4
MWl ERF alumina sand
FH R 25 W = Bl H 4 W1 3 il 3 By AL O, AR ED
L P ALO, S RUEESHO — KT 90k K& T 1 700 °C, 768 BT W6 K8 5% mW a4 s
P 1 0 G ) o 0 B i E 1 T K S T 0 ) 0 16 2 ) 4
4.2.5
7P magnesite sand
Z2 CE I 2 (o I HB0te B HEL A Ak BT T W R R o R o R Y T EE R S E AL BE Y IR R
i T R S A e AR R R
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4.2.6
$5/0  zircon sand
FE MR (ZrO, « Si0,) 2 BEAY e TR R b
A EA R A O R R T, S AR B R A R R R DR A P D S T R D R R A R L AR
FORG o B A 1 2 e R ok R R T A
4.2.7
HEHE# AR fosterite sand;olivine sand
F A R BN O R IR A D s BRI A 0 R AR A L 28 TR Bl IR R B LK B L A S ) iR

1 Il
i 3] T IR A S R R GEO
4.2.8

e # chromite sand

LIS BT (FeO « Cr, O R B Y5 R Re JIERE i 0 55 1 2 s BT — R L, HL
Wi KBS & T 1 790 °C iy ¥ i Mb,

. ELAT [ AR kT T JRE R AR L TR R S A B IR A B 1 0 e A
4.2.9

WEF AR coal gangue sand

P A A COfFG oo B3 R 1) 45 L ol 0 R 5 4 i o)l P T

it . LA I AR B i oKOBE Ry B PR L AT R R DR R it 9 5 1 0 v R e e o i M S ] 2 R
4.2.10

LR chamotte sand

b e R A e I A B RS - CRR AN Bl Yy ) s ] TR T KRG 28 R L U 2R S R R B JE e

ik HOIE R & B0 T KR L BURSER PR aT A O 9 e O i L R
4.2.11

ABLRY  carbon sand

B H B RS Al A A Y BRI A 2 R L S G AT Eh T A B R B B A 1 2 AR A DR
4.2.12

A AR limestone sand

— i A B B A 00 A K AT A SR R A T Y IR

L RS RO R fE T B S R AU S AL S B PR P A — Ak R S L R T AL B
1F H R
4.2.13

K SEEERD  natural silica sand

RARAF A 0 22 A R RORE AR Y R D

iE . KPR AL AT K PERY 5 DERD ALY IR AL

4.2.14

NI EERP artificial sand

NS RERD

FH e A R TR O 3 ey o) s« MG s ) I P A 5 3 R Y R .

A TR A 3 Ay 0 N TR AL FORS A TR L RSN T A 2R R R MK T - SIO, b OF A B0 T e
T 99%.
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4.2.15
7Kk /b washed-out sand
28K 2 U Y R SR TERD
E. HpFila s a80 /b FE% T 1ok,
4.2.16
%R scrubbed sand
P28 - 2y W I PN TE R U
e HpEigE (e RO /D TETET 030,
4.2.17
iZIERY  floated sand
& 1 7ib
2R PR PERIE R 1 KRR
e p SO FRUEESEORFRETF o6, FREERESEO/NDTFEEF 024,
4.2.18
WMEZE(B%) aerated density;riddled density
HARD 22 30 53 K ORTR 20« 1 2R A RiCHE TROIR 25 R JE

4.3 HREH

4.3.1
fh455  binder
HA R 45 Y eny ¥ i .
S M IEHURAT PP RS L P T QRO R 25 R R
4,3.2
ZHLFL L inorganic binder
FH G ML 4 T 20 B ) R 25 )
i RS b K BERS KRS
4.3.3
fit clay
28 A A kR R i KA RERR S Gn AL Oy« nSIO, « 2 H, O) B9 LK 457 .
i HEOR RN T 2 pm, A S e R RS
4.3.4
=¥+ kaolin
W i 2o E I A (AL O, » 2810, « 2H, O) Y% 1.
i = e e B L T KR ST L 520 CC AT W RO JORY L WK S R P A L — DA T R GER ) R &
700 05 ok T <X A R
4.3.5
FZiE 1+ bentonite
W W A FE A AR L
i TR Y R R R S R R e B
4.3.6
MEIE LT sodium bentonite
2 TH AN TR A 2 BN ) RN B Y B L

4()



GB/T 5611—2017

4.3.7

$5EfiE T calcium bentonite

0 H N T & 2 W B 9 RS B i e L
4.3.8

mEiE T activated bentonite

P KL 20 + 20 B 1 A2 R b BT L A0 5 B BN B 1 iy RO i o g A Rz L
4.3.9

BHEE L organic bentonite

HH 2= e £ 5l 2= Bl e 40 40 L 55 25 1 IS A 0 ok e

i LR 2 BRI R AT BLTE R R R R
4.3.10

Bkt effective clay

TR ep R A S A RIORS S5 1 FHAY RS £ .

o T L AERE P AT IR A R AR RS T B RS E e R
4.3.11

imAh £ active clay

HE M F P FH 3565 A ) ARG 245 1E ) B RN 1.

ok RIS R A TR S5 1 B AT ORI R AR A
4.3.12

fi#E £ burned clay

FEAL

e T T B vh i A 1 PR A2 IR G TR AR HH T R A 5 KL 0T W A5 R Bl IR L i 3 S R A5 A Y
£ 100 e a5 o
4.3.13

HifE white clay

B E K A AR s,

i . L ¢ RE B B R I JORY £ el AGIE L SI0, (RO 60 0L AL Oy U K53 80 20 4 ~ 28 % . Fe, O, (Jl 4

oS 250 MmO/ %ET 84,

4.3.14

KIEIBIELEF  sodium silicate binder; water glass binder

2 B A3 Dby e 1 ) KR

i n A G e\ A A i (TR WAl 2L 7 v s B B R A BILIE BB R T e T ) D R RO B A
4.3.15

BUEKIEIE  modified sodium silicate

A b 6 7K B 3 A 9 Bl Ak S P L A 0% 5 R R L e T AR Y K B R A )
4.3.16

KK ERE Beconcentration of water glass

FHE 56 B ("Be) % 11 7K 32 58 H % 0 (Na, O+ S10,) iR

iE A TR I FE T R T TR WREE S W K B RN S R, KBRS G S SR N W = 114.3/

(144.3—"Bed., Na, O, S0, 7 fe MBI HEEZ FHL AL nf & Rl mii-HE .

11
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4.3.17

KIRIBAEEL  sodium silicate modulus

KIS CrERR ) b e ket S S BN BE SR B L
4.3.18

BHULK LT organic binder

A B9 S5 28 B 1) K 45 5771

i T R T A AR SR

4.3.19
MAEM  lignin liquor
4R IR i
Il i B h 4K 3% JE

AAA 25 VAt i £h A B, $E IO ot 21 A i 4R S5 L ) A 09 SR

A R R OK B B B SIS LRI B W R I T H R R 5
4.3.20

HZERELEEF oil based binder

VLT Pl fe 10 9 o mk 0 A LR 4577

i 0 RR A L
4,3.21

FEM  drying oil

A E AR A RN IUE KT a5 T 130 A2 25 55 .

i — MO AR A BRI R A S R A

4,3.22
SHEHE4 7 synthetic fat binder
FH il B b 0 Ay 8 2 SRl Lz 0 B S I A U TR e ) e e A R ol A e R R )
iE . Z TR

4.3.23

EiMAELE A residual oil binder

PR T T 7 TR B R ) B Y A e o) R 9 S IS ARG A R L

iE . — i R0 I I I 3 e T AR TR O e A e 2 ¢ 1 A AT 0 LR RN A
4.3.24

BT no bake binder;self-hardening binder

ARERLZE ] cold setting binder

A IR 7E SR B a E AR RS (LR 2 A b 5= BORiing B AT & Ak iy Rl 45579 .
4.3.25

PIEERE 45/ resin binder

22 W g TS B i A HLRE 45 79)

i S PR S A A R D T B I BT R0 A A A R R
4.3.26

AEHERAEIRE R thermosetting resin binder

IER B 4 5 18] 22 A= 22 MG R g i 7= A Rk 45 R AR AR T . v A0 5 AS e A TR IR A R BB AY B IR RS
BTN

i M AR R 45 00 AT 1% 1 M 8 B R ARk B 1 A L v A D S

412
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4.3.27
MM AERE 4 F]  thermoplastic resin binder
TE 5 8 Tt 500 N B B AR 9% 20T 431 8] AS A A A2 T B I 19 2 TR RS S R 25 59)
i R A AR B A st AE e ZORT ol B B AR S L A s o on] R R DGR RY S IORY R S R S5
4,3.28
1S ARAE  foundry resin
HE I 2 P 105 T RE 45 ) 2R A 4 I
S A BN N R ) B R TR RS T AR B T I B
1) Ge RECE ) B e 4 G
2y B RN
3y A RE S AR R
4) ¥ ik H A B
5)  HAh ¥ s F A DG
4,3.29
HiEFHEBEMKMBIAE no-bake furan resin for foundry
TE % & ]k R Ak (0 B U RE A L TR TR S50 H 5wk g B0 Y ol BRI | Y IR L PR R R O LT
el 55 5 L () A (1 M A R
MR R e A O el A I B AR A
4.3.30
HiERAEHE self-hardening resin system
JEHERIAE R no-bake resin system
i B 7E A AR CRE A R VE R G837 Bl 2 40 A8 GRS Bl Ak 1) 25 Rl g b okl 285 57)
= PR OR AT AR R AT NG R I A  R RIS R Y
4.3.31
SWEREFHE gas cured resin system
555 3 B Al 2k 55 3500k Y A i b 79 B S0 18T A ) B I (o BT 36 b 28 O ) B A 1) 25 Wi i 008G &5 01
i A S B R - v - T S AR A L B RS L AR -COL L CO, PR BESE L TR B Ak AT R A AR Y
O B L4 T SR B LAY GO RO R B L A R RR
4.3.32
AEERTAEZE  hot hardening resin system
PR TR AR T A4 22 e B A i 265 0 38 el B8 1 19 25 Ffods B b A 5 )
i . H TG A R R T
4,3.33
B HTBE  furan resin
3 45 ke R B G R S ) AR AR IR YRR
i PR b TR WA AR A B AR SR SF L R T A AT o 0 Ok R A B L BRI R U A A e A A Ok TR B
N By B3 VO M 0 T« A ARt R 5 vl g 8 O 5
4.3.34
MEERIAE  phenol-formaldehyde( PF) resin
FH s Py 25 R HH 1 28 4 58 i B ) A I Y BB .
i R R P AR R Al R R R RE ) BE SR EE T LAY R AR R R R D 5 o R AT SR D Rl A e AR R L o S
M WY FE 28 L/ 1 A DU) Ay 0 [T 1 W R 4 M . Al 2 2 PR AR D RS &5 ) s 1o & e 6 T 8 Wl ay % (3 1k %y
R B« B T 165 A e s 4 ) R i B AR R R CO. R 1k % s & b 0 d 1 Bl B 6 A
43
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4,3.35
R EEHTAE  alkaline phenolic resin
FH 5 A AL 5 00 1Y 5 A B ) 2RO T AT i AR AR
. SO O L A iR P RS R pH #E 12—14 Zal . HF S EE MR PR Ak CO, Bk
F - H ) e 10 i B8 A LTS 1
4.3.36
f2E2  furfuryl-alcohol
b2 47 ol ey PPV RRSE e ok g TS o =0 s T T I £ R R B R R
i e T R A i Y T S IR

4.3.37

FEHESE free formaldehyde content

TEF A W R IR R Z S5 RO r RSP ER SWIEERN O 7.
4.3.38

HBEEMEE free phenol content

e A ARG . o~ S RO R SRS A ERE SRIBERN A 2L,
4.3.39

W E  bonding efficiency

e R g AR GEO b 2 T Fe o0 R AR SR 45 b .

i A E W o AE CRIBR (R B R I A A TR Y 0f ) e fir B LB MPa/ M,

4.4 HEEIHFRY

4.4.1

BRI N  sand additives

B CGED b L B FH S ORG 25 TR K o, b 18 sig 5340 o 55 b 2 B8 i o A RS 25 Rl
4.4.2

HiS FHE#M seacoal for foundry;coal dust for foundry

{3 PR A A AR Ay IS0k 22 0y B i) )l v B n

. JLAE R B Lk Sk A R
4.4.3

Y=# lustrous carbon

B EHTE e IR R 8 TS R OB e iR

i R AT
4.4.4

HEiE4EM  cinders characteristics

BEAE 1R A b tl OB 0 A R RGOS L O 1 Th Rt 25 B I Rk
4.45

XA @ seacoal substitutes

1 o PR U D r AR Ry ) itk T B 42

. EEAWIE,

Ly T i B i ORI Ry e 2 U ) 55
2) BEZM CMEBEEGS . MRS RS R A2 . 5 G b B PR e ib AR R i
1
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4.4.6

FHE &P mold coating

GB/T 5611—2017

i AE A U R I DA LRI S Ak AR M DU B W R D ORE R S AR Y i 4l A L

E T B RCAR R AR B RO AR TS R 2 O S O A T A Y CER AR

4.4.7

AP sand mold coating

F UL 32 i B0 Y s ) 35 18T B0 RS w00 A0 4 Jm b ) 5 P HE A9 o B TR

i R JOEURE RS S50 TR R A PR L R S . HOBE TR R R R IR LIRS AT
A [B) B i ¥ 73k e YRR B AT I Y B R B E R B R AL IR PR B PR RORS BRE g R S PR RE

4.4.8

=R pattern paint

R PR AR s TR DG LT TR S TR AR 2 T T A T R

i W R B O AR 2T AR R R IR

4.4.9

4.4,

4.4,

4.4,

4.4,

4.4,

4.4,

4.4,

KE®RHEL  water-base mold coating

VLR Dy 28 2 i) 5 BU 0R)
10

EKE S non-aqueous coating

LA ML ) R i) 8 2844 09 95 Y T R
11

HF&# air drying coating

VA By SR A R A 0 R TR

i R R SRR TR,
12

2iF7  suspending agent

A B3 Ak Tk e i [ A A 0 T T A B ) Tl
s P (1] 2 s R S e
13

4 EIF|  parting agent

FH 1 (1 95 784 S0 18D 25 5 0 5 0 A LA sl 1R R R

14
Ri#&E 7 stripping agent

FH T ol 5 78 5 10 25 By 0 B B B IR BRI B0 T B KL

VE . BRSO GRS SRR G & 28 5 T % i 3 1 2 k)
15

El4£ 3 hardener

fiE 1€ 57

(i 788 ) 40 B Hh By R 235 770 A 2 A B IS I 1 8 420 e i [ (A SEORERG 45 76 — B AU B R

vz T B s M i T B R ST R
16
BHLEE organic ester

Z W5 E ik 3 LUTT By 0 1R s R 2 R 1k B i A1 i A BLTE S 1

45
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i 0T I AR BE B R e P S B A [ k)
4.4.17

im B break-down accelerator; break-down agent

FI T 50 A R T 35 B A BRI )
4.4.18

£Z#5  exothermic mixture

FE — 78 i BE N 18 A A R R N B A A

F. R EHEERE O BOESEN . R G SEm .
4.4.19

B OESEF riser cover

P TR W 1 AL R i 2 g Y O O iR Bl R R L
4.4.20

BKEANE  core mud

T8 %0 08 22 1 A & S0 Ak B 4] 24 260 S5 e s 1 8 R B R .
4.4.21

LR E#  ready-for-use coating

HOKG BERE 98 38 31 H] P 4 0 0% 25 0 LRI 22 R SR s e
4.4.22

BEREH  pasty coating

AR T A BT i R T 1000 AW 20 a0 BT 4 ml o A i b A0 o 8 B AR TR kL.
4.4.23

B (R KB R powder coating

2R o B 80T B DT 10 20 i B RHRE A R ORED IR %L .

4.5 BIFhFnEwEb

4.5.1

B fl  molding mixture

Hie—E L BBl G 22 IR W A& i BB R IR S 8.

= IR T N U S & R
4.5.2

Rl core sand

& — 72 W G & i BB k) 22l TR A 5 s B2 oK iR 58t
4.5.3

SRR synthetic sand

P D RG50S 4% — o BC R RGBS H A B 2R RS e PR RE Y B GEO D
4.5.4

¥i L+ &0 clay-bonded sand

H A R b AR I 42 3% — 52 B FE TR i T BT Y Y CE) B

i R R T R R R T e 2,
45,5

FKSABIRE  natural molding sand
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KA TR naturally clay-bonded sand

fii &R R R EOB 2 (8% ~20%) 1 I 2 7K 5 vl f 4% ik 89 ) KR RERD .
4.5.6

TRF  red sand

T E Y B R AR R b
4.5.7

mAb facing sand

SR ) Y T O Y A S R i e Y — R R

s TR R R AR AR o i
4.5.8

B R  backing sand

R

FERHE [ o5 A0 S, S se b # HH i B ED
4.5.9

B —xl  unit sand

Ak 5 HF by Nk
4.5.10

WHA®  temper sand

— 5 TC G TR N KR 5 20 A O A B GA B) 1 G 25 PR RE I B GEO D
4511

iEE R green molding sand . green sand

VLR i - AEAR 5300, Bl i A9 B0 RS 22 1 it ) 5 0 s o g AU

4.5.12

E#RY  black sand

A 5 e i B R

iF . HE B AE PR AT R R Rl
4.5.13

=iRE  loam

#* ifE

RS0 e ey HRORG b ol T EERD AN ARG £ CRY 58 0T 25 VOO TRl 1l oy A8 5 R s TR 5 k)
i ATHF I A I A SR R R R T T ORI T e i Y ) A A
4.5.14
BAF  oil-bonded sand
FH TR 0 5 9 2R 245 590 TR ) B s/l
4.5.15
B8R  synthetic fatty acid bonded sand
ﬂi’&ﬂfﬁ*ﬁﬁﬁﬂﬁﬂﬂ?ﬂﬂhu
i TR, B RN ACRY OB G20 80 2928 304~ 4.5 04 L 2 T AN ACKS = 0 403 B A0 D B 2 0 BE
4.5.16
AERF  eraphite molding sand
FH 240 Uk Ay 25 F RO, % M2 10 & 4 26 ~ 5 20 K 4 06~ 5 Vo iR i B A U b
g Bl BRI EREG 80k, THTES SN SR SRS &%, H 7RG8R sl & &6t
17
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FERLLA AL L Ay S5 AR AT T R R R b B 1 el 9 ¥ A R BE
4.5.17
WEERE  chemical hardening sand
i oAb S B (A 2 500 [ A Y A e b
i NATPLRCEL M 2 LR e A B AT K RS R KR B R mE AR A MR AR SR AT PLAE o B AL B 00 4T 25 BB
fib . F bl A ik o B Rl R SN DR R R R
4.5.18
Hi##E#R) self-hardening sand;no-bake sand
b | BB Rk 5 501 | [ A 7 S TR R Y fe s i A b
. PrE M AT =R R Al B AT e Ak
4.5.19
JKIERY  cement sand
VLK UE 2 R 235 75 i) [ i il
i AT KO EE O ) LIRS SR IR ORI SE B 0 S . 2 B L RS A T Y o R R
4.5.20
KIEIERY  sodium silicate-bonded sand
FH 7K 3 5 4 45 790 0 ) oy Bl ) 1k == B Al ab
4.5.21
AEfE 7k IS fP  ester cured sodium silicate sand;ester hardened sodium silicate sand
il 25 75 A K B B L B AR ) S A HLES 09 A AR,
4.5,22
BRE BTERY no-bake resin sand;self-hardening resin sand
pfeb | ARSI G 45 ) LAk R TR ) R Y GED D
ik RS S R e A T AR SR R A D A b ok e g B ) B IS B T L 1R TR B R
Py P A DI 1 R R e B S
4.5.23
BRI R S B /P no-bake furan resin sand
SRR N N RE g NG R DR ES AN vl = SR R
4.5.24
BRI IEBTERY pep-set no-bake sand; phenolic urethane no-bake sand
P AL EH 3 i ik Sy 1 AR I R S S o 7R o v 2 A R0 T o) A R I B A D
ik ol B[] G A b R PR R ET ) L R AR A (HRAREE S EE RS H TS S
4.5.25
fis B 4k sl tE B B P i B 7 /Y ester cured alkaline phenolic resin no-bake sand
b AT AL | e B ) R TR A A B B AL
4.5.26
BiEE T HTERY  phosphate no-bake sand
FH 8 i 5 7K 3 W 18 L 4 HH 0 1 VR 235 39 1) 1 el
. HEE RO 4 B S . I MgO FeO.Cr, O, \Fe, O, Je B I1HIR &
4.5.27
masfh  castable sand; fluid sand
B0 22 1A% 14 ) CR 3590 < BE 11l i 30 . T R G T T ) ik O o 0 RIS RS R S 1] D
18
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4.5.28
SMERY  gas hardening sand
B ER  cold box sand
i WA Ak el By 1 A LS B AR 1 Tk A il AR
i AL EF AL R (I CO, 7K BE B RY . BL5F CO, - 7R BEES B0 A HLAU BBk (45 F0%  S Reh)
4.5.29
B B fE R hot hardening resin sand
A8 e O AR Rt 45 591 T A S R I I TG S I i i B ) s A Y B iR D
5 SRR A LSO I R
4.5.30
7= ISRl precoated sand; resin coated sand
fl A 2 1 7 15 Y H B0 RS A — 2 1 s P I A A A L At s on 2 1 PR R B e
i R R0 T2 GRS =R, B AT Tl A e S Gk H A O ik O A IR £ PR
T A [0 25 By % 0 i 00 22 55 Ak L o B Rk o — e, ¥ 2000 (R i T 1k A ok 220
4.5.31
AR EFRF  hot box sand
FI T J0GE G es  FA R PR R0 TR GO G0 38 I PR R IR 0 TR GORE AR M TCPLBE 45 I iR 5k
A TR 2SR T R AT SRk O R B A I SR T W R A S s T R R A A
4.5.32
L3k (BURF)  agglomeration(molding sand)
Al R LG AR A 5 10 BBy bR 0y R L CRE 25 50D 7K 28 &5 R a9 0 BRCTR i B
i H R E KTk ms KE AR e e/t s .

4.6 BifhiEge KiliE

4.6.1
AIFHKIE  sand testing
VAT R CEo) B 7 95 18 25 1 T 094 e AT 09 B B0 00 Ak A 0 i 5
i i e B L E SO R BE L SR L o Y B L S
4.6.2
[RREMXEE  base sand testing
IR0 B AR B e
. A T I R BN R S A I R I R A I | e e o B A i BE I S
4.6.3
BN 4E  sand specimen
AL 2 Dt 0 R B o) b 9 B B A BE L fh At e A T AR E L W 8 A ME BT BT alihr 2 AR
4.6.4
RIFhfZ Hti53E sand expansion testing
P 3t 3 ik BE T M 7 B e R0 R 0 ) B T 5
i DU IR AT L b R R A A e
4.6.5
Bt S iRiXIE elevated temperature testing of sands
O B LE W R 7 R L 0 D S IR % B8 AR A T ) 2 R E
19
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i N E LR AR A SO I LAY v IR R R AR B R R U Y B S AT BT R
4.6.6
E#HSH  differential thermal analysis
FA e hn Pt 75 v TR 7K R 7 T o | RS A9 18 15722 Ak Gl 22 B v 38 22 ) of 0 1 Hoa P 40 B B O 2%
4.6.7
BIRM K IE{L sand tester
52 i BB R B VIR E L T PR GE L T 2 08 Y o5 Al R Y ERR
. SR D R R AR R 5 20 B ) R IR R BRI A R 5 30 B D R BB Gl B A 5 0 B I R gt
50 IR R AR I A B .
4.6.8
15 HAR#ETF  standard sieves for foundry
] 7 1 R R RE BE Y — s o 46 1
4.6.9
if4r screen analysis
FH — 5 s M 00 X6 g i R a4 4 sl U o L e HL ORE - 2 RS B A iy T i
2 B I o o sl = L 0 < R % T VA i N W | B U 1A o
4.6.10
i PE4riE  decantation;elutriation
I T A 52 10 e 1 el B0RE 0 A 7 0 3 B0 =0 0 P 50K B o i 1 i
4.6.11
A RPSEE  sand strength
B CGen) W REHR BT A 7 W SR i BE T
¥ AG R R Tom B s
4.6.12
3B E  green strength
i 28 b A R B A R T
5 PR VR LTI E O U A S 7o 4
4.6.13
T3R8 E dry strength
METF5 ¥ 20 2 5 R A B G P R Ay 9 1 .
i ALAE T U BIoR T TR SR B T 00 R
4.6.14
HEBE  hot strength
AU b il RE 4 3 52 35 L L i B Isp 0 g 174 5k BE

4.6.15

HIRHISEE  hot wet tensile strength

HH A UL /0 B 7 58 1 IS T 0K 2 58 2R DX Y 7 i - 76 A0 IR 28 1 F Ab 1 $R3 0 25 A0 78 B 20 i ofE (3]
HEAE IRE T 8 BT
4.6.16

AF3EE air dried strength

o TR ARG 70 7 0 b A 0 A e B 22 a9 HK AT T

S A BB 7 KR R TR 4% 9 AT 1 b U R A 2R
50
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4.6.17
AR EIME  toughness
RGEO P W B IE e & HE ) .
i HIE 22 B Y ) b i A 200 Gl ) o R R 2 ) Bsf 5 40 3R
4.6.18
FEIEEL  shatter index
e BB PE R 46 b5
i DU o [l A Y DR e FE A TR AR R AL R A 3035 mom 0 0 B o B A0 ARG L AR B TR R A Rl AT S
SIS TSI e
4.6.19
M liftability;strip ability
AR YO S Ol (O BT VA =0 S ) 2 BV R 12 ) i b & s e s i
L E kR EUR + 2 AR 25 R B B 46 TR A i A R
4.6.20
FREFREM surface stability index;SSI
Fe WA 1 i 1 b 78 U ) P A7 B30 i v O 3 G 268 T e BE 9 P B s
o - A8 A FH A Ak S A i o (B A T R B R A IR S AP AL L Bl 2 min S5 AR A T A (W) o RERE R O T (W)Y
47 b #e7m . SSI= W, /W, 1002,
4.6.21
HE5RE retained strength;residual strength
R fD R 7 R B A v  £8 ad — W 2 WOn BA % G B4 TS I S B9 B LB B | B sl 4 A
98
4.6.22
im Bl collapsibility
PN GETE T B G ) b 22 75 25 o e A T M8 25 8 12 < 1o F P B
i A AR CEO TR AY B R e B R A
4.6.23
M knockout capability
PR DETE I B GO Wb A 1% 10 R B FR b B8 A ¥ 11 1k X 2 B P Y1 RE
4.6.24
AR MEE  mold(core) hardness
B A e ) HR BT HE Rl = s 4 1) g
i RS R GRS iR 09 9 BE RS SRR AT OC, W B R O 7 TA AT AT AR IR L
4.6.25
K3 E  degree of ramming
RIRL Z S A A R4 TR K
i BT A EE R R AL/ om ) Bl R R
4.6.26
EEE  compactability
P RURPIE B K 4 48 B
i D S S AR ok

51
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4.6.27
FEM  rammability
— S o B D ST L L T v 1) S A v ) B R 2 bl SR B D RS A B
(R AT
i FE Pk O A LAY PR A PR A Rt T R T A % R B P B L o R T g 1 B R 2 o ) Y
1) R e = = A N N 5
4.6.28
IR flowability(sand)
W GEO R TE B Sy s A 3 AR R S i BORE 2 i AR (] AR R sl BY BE ) .
4.6.29
BB moldability
RURD Bl R FETE D AR NI B AU RE ) .
it P 2 0 BY D A B By 4ol o 4 7 A R R R
4.6.30
FLEEZE  porosity
2L HEY A b FLEE A 5 R LA
. LR EHEURCE BLRENEESHLCEE MR GE MR E B S EEE. 2R GE)
FL B 32 n 3 S 1 45 D R U B A L B R 2 A e R RS R A GO TR T R LA
£ T LLA5E il ik
4.6.31
ES M permeability
o B FE LB A F5 bR
. FIAE bR HERLEE R 98 Pa “UHEF o1 min T 1 em® AT 1 em @& SECRh A 25 U 2R .
4.6.32
&ZS &8 gas evolution
2SN
S CGEOD I B A L SR RB ) .
i R A GRS B AR FR s s LB mL/ g
4.6.33
5 #  gas evolution rate
ESER
-5E BE R L B o R A R CES) b 3R 445 A0 TE SR A B 1R N T A g SRR R R B mL /(g e s),

4.6.34

iIBib™  deformability; yieldability

FibE

ﬂffjﬁ‘mmﬁ%%ﬁq’iﬁ*ﬂﬁ e T 1 BE

. LA E 6 2 Y R R R i R A A W e B R RS AR R 2 L RO
4.6.35

TR (BIEY) hot deformation( molding sand)

@#%ﬂﬁﬁﬁﬁﬁﬁﬁﬁ%?%%ﬂﬁk¢
= S el S N DR g I

o
3
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4.6.36

W21 moisture absorption

Bt 8 AR 09 Y CEO 7 A7 80 B v s Sk o 1 RE
4.6.37

AR stickiness

YRR RY BB B 1

i HSG R 9 IR R K A FORG E5 TR B R R O b R A RS B A OC . RUED SRR IR 25 R B KGR
4.6.38

RIFHE(EIFD)  preservability(molding sand)

TR il g 19 780 U RO AF — a2 I [B] A 2 22 IeUf PERE I BE ) .
4.6.39

AI{E A BB bench life; working time

I HERE B e B R A S IR R RS 2 A8 el S RS D B GES) pY 2 e] .
4.6.40

BIRL it N E  refractoriness of molding sand

RURD 752 v i VE I RE 7 .

. B SRR K AT G, TEURR W J BE G R bR o AU R AR AE 1 550 CC IR 2 b JE Y R S0 R R 4R oK

i & .

4.6.41

MMEE micro-powder content

it R ki R 0,02 mm~0.106 mm FCRL Y 5 (5 70 FE B T L.
4,6.42

4iBE clay content

P i NP rPRL AR /N T 0,020 mom flCRE AY o B (5 7004 B0 5T A9 10T 47 L
4.6.43

< JKE moisture content

K5y

i AR R EETE 105 C~110 "CHEF E PRy Ko &0

. DLBCREHE TG 0 2 B T At IR RE T REAY A ar L R
4.6.44

R EERL EE pH value of sand

#wh pH H

R RD 84 3 K B A pH fH .

i R A PERE M I R . pH (A% O T T AU DR B 1 L B 0 A e B S R
4.6.45

B#E{HE acid demand value

HRI 50 g+0.01 g WA B MRS T ETI AEAY 0.1 mol /L £5 98 7 I AY 2 THEL B0 28 mL.
4.6.46

¥ = loss on ignition

R i

22105 ‘C~110 “CHET  HEBRWF Z /K RPFELE 950 °C ~1 000 °CREHy 2 0 8 i 1Y 2K 8 5 BT bR R
LY H %
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4.6.47
BIRLERPE M E  defect tendency of molding sand
T T R R R R TR FE A 5 Jm WORR ST  AE T AR I RO L R A e b g | LR SRR
i) T ERIDR T TN
. BB ) F=8 k0 /R R . F — M E 455 ~600 Z (8], M F {8 KT s i, 8 08 5 o A Sk
M ik ke 14
4.6.48
{A¥rE=E  fine particle content
i b RAR KT ST 0,020 mm, H/NT 0,075 mm FURLAY TR & 0B S8 B0 04t
4.6.49
HiEARVYAE fineness number;grain fineness number
AFS £ E  AFS fineness number
Bz bl B — o 5 i R0 S 2 ORI SH ) 2 80, P S 5l oD i A5 R 3R s T B R B Y
BOH .
i 7ERCE AP PR RN AR A R B A 1 L B b FE s R N (9 2 3B A Y G R I R S B R Y B R
RS L — R Y a2 AFS 2411

4.6.50

1S HRVAIE  particle size of base sand

JR & A R~

PR i AT 28 Gt 07 25 0 0 D el S0 (3% - £ 04 i A9 £k R
4.6.51

HiEHMEALST  grain size distribution of base sand

e IR P0G LA B 25 Bk A2 w0 R IR b b B o5 E A LRI AR B
4.6.52

BiEREMEESL  angularity of base sand

Rt 7E

BN, A g e ) 3 TR AR CSE PR B e TR 5 {85 U o0 Jn A R0 5 el O AR A [ Y BROE e e o ot
A pyH e i ARy AR . TR A 2 s It 5 ORI AR

i B P BN T 115 B B 60/ 2 I8 T el T 115~ 130, i JE 65 M JE IR T el T 1,30~

LAS TR mIE R Tl S F 145~ 1.63. 2 MIB R A TB I HOR T all % T 1.63.

4.6.53

HEHWEAEIE erain shape of base sand:sand grain shape

ISR B R AR L 32 f 8 PRl A 20 i o R ) o R 028 L BV RIS W6 50 L 6 M T2 L MR I e i
E .5 O O-L" L L-Afe Ao,
4.6.54

AT EE  hot bending strength

IR 232 'C£5 C R, ilifk 10 s R BE, A5 AP 5 3t B
4.6.55

ARIMHAIEE  hot tensile strength

IAEAE 232 °C+5 "CF L 10 s J5 BT 75 0BT 47 58 1

04
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4.6.56

MIF RS spreading coefficient

HRARY

PR U e 1 84 3% 1 ) R (0L ) Y 45 B
4.6.57

T thixotropy

AV i 1A Bl Rl EE Bl Y 1) S 1 % SR 0y T B () SE T B0 | B DD RSE b e SOPR A2 T A Rl BE 1 R
4.6.58

ZEMEE  viscosity

TEFF5E 1) F AT T CIROBHRIAR 43 B 814§ K7 BH A5 335 H AH X 37 8l 69 18 BE . o B 22 WL RS BE . T [R] Cs)
TR .
4.6.59

B2t suspension

PR RIS T [ e O B 2 DT TE mRE T, IR R (0 Ko,
4.6.60

S EMEME  abrasion resistance of coating layer

TE4F 8 A 1F (o)) T L B 2 HRH0 A T IR B 45 Y 58 7 S T 09 B B i () 2
4.6.01

EHENSEMHEM crack-resistance of coating at elevated temperature

WA = R AR T IRPU - A HECM P pRE T R iR R A S g O 2, 1 2, N 2%
IV &) Fon .
4.6.62

fZR M colloid index

B Rl 4 B ik PE BB A 48 PR

. — NS 5K L) S — B ] LU A S 2 A RS RO R 2 R R R R R
4.6.63

fZiE{E swelling value

PPt B A B K 1 BB A% 45 Fr

. PRI 8 3 g, A 100 mL BEEF L A0 5 mL W EE R 1 mol/L B9 &1k & 3% R K 2 00 20 5L R 5 S e e

24 h. 1 AT TE B A B O B i 4R

4.6.64

fZRk$EEL  swelling index

P Rl B K PE RE AY 45 B

i . FBEE 2808 ZUHE S 60 RS oK DR B 24 h S AR IR R A B A K R B SR T e (m L/ g) oo
4.6.65

M5 |k 3¢ methylene blue value test

A FH Rtz ) i 9 552 i A 9im Z W RS ol T o m 1 o P 35 0 i 1 ROy e R R B R 3 R
LT Ol ol e TR -\ e AR T 2 e e (AT
4.6.66

imlZiE@ L& effective bentonite content

B CIHD &5 rp 1 B © 52 401 A9 2 0 1 J5 X o0 kA5 A7 L &5 08 T A9 B2 0 B R WG il I g

.-.

el
-

sl
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4.6.67
it A durability
ERAE
IR Rl al PRa HF A B AE 1 . S R 0k L a5 ok i il B s R e .
i R L PR R Ry L R
4.6.68
®RIE  brushability
R EHTE TR W B AR S e R GES) 3 i R AR SR B LA B iR R T s RS T YERE
iE . bR RIPE S IR BRI EA G,
4.6.69
EEAIE S melting point of precoated sand
TEFAE R T B R i By 5 A8 B IS T Gy 45 1 o5 R R 455 78— R 19 3
. — MR 85 T ~105 C.

5 HEIZRITRIZRE

5.1 EARAKIE

5.1.1
IS MERE  castability
4 JiB TE V5 i BT i B R AR AT AN HET L N AR e W R AV R D
5 P ool R el R R i o i e = o o - B el R R T N TR S T R W R eIV R I B
YR R0 A L AE
5.1.2
matE(&ZE) fluidity(metal)
4w WA B IR s RE T
i TR MU W5 T2 A T I s PR R O 1S R
5.1.3
FAIGES  mold-filling capacity
A J8 V7T G A TR R L A A B U BT O UG B 5 R BE )
E PP A AN I S G N LS s A O g e
5.1.4
FEBIME delivery rate
=iEIEE  pouring rate
4 e T ER PN R A T A ) E R R ke /s,
R e Y A GE Y R ke Cem® - s) | 0] RE R B G0 BH A I A0 i AR
5.1.5
FEAIEE  filling time
4w W e A e ) 7 T Y I B S B B TR
5.1.6

i%iERE pouring temperature

4 W T A8 B I 5 Y IR

o6
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5.1.7

EbiiEE B specific pouring rate

ORLASE ) ) A 8 ek A i AR T RS P i ) e Jm M e PV O kg/ (em” - s)
5.1.8

7 E BB pouring time
4 JE R R A TR T Uy 31] e 39 5 7R il 5 S Y )
5.1.9
L#SEEE equilibrium distribution; equilibrium partition ratio
G TE V- 18 DR B L B 3 T [ R 5 A o Y R (KD
FE . KB T8 A 2 MR 2 A R L B U [ e A8 b BY I R A D LR A % R S IR BT A R R
5.1.10
% [E solidification
WSS el e | IR T T RS A 2 sl s DL I 2 A IS R AR D [ s 7
5.1.11
% Bl iR ESEE  solidification range
T4 (LM S5 B2 MOTF b 58 15 2 5%E [ 58 5 0I5 B .
X BT AR B R E S AR T LAY A5 ) [ RR A R I
5.1.12
it E B iEl  solidification time
FE AT MEE (8130 4fy 22 57 4= &8 151 By 22 17 Y B Ja)
VE A H TS R S M A R Y o 2R 1y Y B ] T 0Lt % R [ B )
5.1.13
¥{E% E proportional solidification
PR A I P A AR S A R T BT L A SR A AR N R X i R ) B R R T AR S A Bl
SR A M EE R BT O RGN SPTE AN L R BT 2005 i L 57 B0 457 s i) ) i &5 55 02 T L e 4 5 #b 4
8 LU A7) 3t A 1 — 2 (] [ 0]
ik R DU M2V F B b A B 22 8 A B0 R T PR RE R LR R S A B LT AR
5.1.14
B AT EEE  simultaneous solidification
{1 784 Jis PN 25 30 40 4 B YRR 25 AR /) ] ek gk Ay 8 (1 A )
. JLOE S R R /N AR B P R WA A B RS A B O TR T A A T R R S A 6
095 4 L8 b ok A i 8 1

2.1.15

JIi1 - ik directional solidification

77 [5) i

{5 11 45 A0 58 7 o) M\ — 7 0 3 g — 36 o M UCEE [ Y IR ), 28 R ) B 1 Bl N B D T e EE T
5.1.16

7o ia i B o Bl partitionless solidification

7 iR 7 ik segregationless solidification

VBE [T ) [ 5 i L AS 2 B i DR Y T C 2. B R T B 2 e B TR AR A 1 [ A Yo 1
7.

ke |
=]
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5.1.17
W45 contraction;shrinkage
P 00 B DA A5 B (1 R % 00 3 R R v e A O PR R R ST ek
E - B A TR A | R R S R [ A A
5.1.18
S 4E  liquid contraction; liquid shrinkage
4 I TR A I H T 3 RE B AR it A g A B i
5.1.19
HEEIW4E  solidification contraction;solidification shrinkage
K il 4 Je 7 O ] B B ) IR B A &
E Al T Bt il B (3 A9 B, HORE [ i B Bl 1 - S R 5 R s LA — o BE (A S 0 5 g U I - [ A
S| A B AR 2 Ah L o A7 RSE [ B B IR B R R R A g
5.1.20
BlZ=W 48 solid contraction;solid shrinkage
4 8 A 19 785 1l T il I R T A A A AR B A
i [ A AR e B Ry = A e 2R RO A LR = e A sl L 20 O I M < R 2R IR B T I L i
WOBT L S A2 B B SR R TEE A o — R TE R A S Ui 4 R G IR EE
5.1.21
-EW 4R liquid-solid contraction:liquid-solid shrinkage
P F A8 T il B2 9% ) 2 R A 2% 1 3 T B 2k A Bl
E A0 IR A W ARE [ A
5.1.22
BHW4 free contraction;free shrinkage
I ML [ i 45 5 v A0 & = R A B ol B A2 PR RE Al R T B .
5.1.23
=P HE hindered contraction;hindered shrinkage
PEF AR EE [ e Z0 b, 22 BIPUROVE H B9 PGS . ASBE B A st T AV WCEA .
i e - N T H il R
5.1.24
W44 &| shrinkage allowance

R 8 A R AR B RT EE W O R RO 1S R B BUE .

5.1.25

YRRTAZRK  eutectic graphitizing expansion

H* & A & W RK

L R E S R R W TRl i S e o e S ST W o w o N Tl D I s
M2,
5.1.26

WHERL S contraction stress;shrinkage stress
A [ 2 Ao An iy o RS R LU G E O A P R AR B 5 ke B A i i 5 | RS 0 9 1 T
5.1.27
#5771 thermal stress
P AF A0 [ RN VS 20 0 B AN [a] S A5 ph T i 2% A A 3 A A T 5 | RS 1 N T L
o8
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5.1.28
fHZERL /1 phase change stress; transformation stress

P 1 1 B S AHAE L 250 ACRR T A AN B A i 7 AR ) A R T

5.1.29

BIEMN 1 casting stress

S A 58 A0 20 A R o pl A2 BESCE  BRPE FH RIORH A S TR g R P g L R i LB
AHZE Iy i 26 15
5.1.30

AN residual stress

F A 8 [ % 20 I Bk B T 45 8 PN AS I) 58 47 1) B 36 I 7 .

5.1.31
EE &I FE#E alloy linear contraction coefficient
BEHZWEIEZE free linear contraction coefficient
B A AE B RS ST R N e i IR e ) B =R 2 R ST R AR AT i g
5.1.32
LW 4E#E  casting linear contraction coefficient ; casting linear shirinkage coefficient
P A 2 i 4 e G IR R V% 3 3R IR L 2 RUST i A G i 4
e DIERE S K2 W ERERES AT EER c=(A—B)/AX100%
eGP
: B 1 8 i 44 R
A B 5] — RS A A A A RS 1F B A B

5.1.33
B E)E  tendency to hot tearing
SR ERRBREAEEV CRMEER.
i 5E [ R A B 58 Y e A BE TR A R B R R LR AR AR T LR U B e N R R AT B
B PE  bE . B E T T A 08 T I U A R X B O B K A O 1 A

IR
5.1.34

$HIFEFEEBE  relevant wall thickness
{6 E T BB 7 2 14 6B 09 85 1 by 1 52 B

5.2 #HiETZigit

5.2.1
P& T 2%t casting process design;foundry technology design
HR A B 1T 205 A 4 e BN BOR AR PR E PR R DB E R IE T R ML LS 220 R AR

555 L il TR TR A

5.2.2
HIELZiTHEYLEEIZIT computer-aided design of the casting process

515 T2 CAD casting process CAD
Hil S AL B i s 12,
S P B 00 A T IO B 0L Ry AL 5 BT AL RS0 BB 3 3 3

A H H R ERSE AR BT L LR R IR R L T N (] R IR B RN ) S S RO R R
59
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5.2.3
BB EELEEEPL numerical simulation of casting filling and solidification processes
HT AL e FE BUE R i SRS B B o R B 2 a0 7 ik
i AL R R LR
1) & O B W UG AT A
2)  EEHUEIE bk
3)  AETFRAL KA.
h.2.4
BIAbIE  pre-processing
B 11 B 8] 2 A B A AU T 55 A Ay HE 5 1A
G N EEAT R A BT B B R (LR B A R R R S SOk R B A L R R SR B R A R I R
5.2.5
AR latent heat treatment
by s N B 1 6 ] ) A P v AR T ST AL X — ol R AT A R e
5.2.6
P 1&g E) 4T enmeshment; mesh generation
5 [ RS IELT . SO B A I R A ) R 2 TE A (R ) 22 AR (= dE BRI ) 5 20 0 T ( — 4EARL D)
) 09 3 58 AL AT AL PR Y AR AE
5.2.7
SLFIEE!  constructive solid geometry;solid modeling
H i B AALRE B e ST SR L] 2R (IR 32 ) 3l 0o A o8 AR EIGE 38060 o th BT i 1 2 2% JL AT AR L 3F 5 7 A i
AT Y B A
i TS 5 i AL R B TR IS T A MG T A% % CAD/CAM HRfg N .
5.2.8
F A4S 4 mold filling analysis
FERIEOLT , A 4 22 0 20 5 8 e W 1) B % T A B A ik sh . B0 L7 Bl S ) Y AR A Bl B
aAF
5.2.9
$HiE T ZEH/IZIT foundry tools design
1 e 7 e fd ) L 200 s it it
T2 S 4G i & b R H e B B SR,

5.2.10
$51E TZE drawing of casting method; drawing of gating and risering system; gating and risering

system drawing

N PER AR R VDRG0 B A F LAY A5 RO 45 EE 64 e A kD IR R O 5 e R
HIE;EHL&EEI*JTZ%T%ERA-T-#EFET%H[@I ﬂkﬂ 2 T. 720,
5.2.11

$HiETZ+K foundry process card
s 4 e FH T4 s Y s BRI VT R R B B A
F . NEFREV MRS R EN RS S e B R S iR R R RS SR RE O RS
i B RO L 5 R ALY L DR TE AL B TR L TR S — A PR A S 18 e G TR P ER T e A
b.2.12
FHRAERIE mold assembly drawing
FETN ”ﬁ*?“;':’%‘?ﬁ_%?ﬁ:fﬁ["l:i%@laiﬁﬁ’ll PN
R S TV PR & SR o VA = W DO R = 11 D = W o S 1 DO LTS P = S 2% S o s S D R A O 1 N
60
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13

%14 B drawing of rough casting

EHRHE

F2 Wl 5% 11 S B T AR, L RO T B AR 20K 1Y &L R

L R R VR R S gy T AR FE PR O e e T2V EDE T A S BT B

W LA DTHI 3 i D0 it AN B b Y FLR WA RO 2 22 D0 B 9 1 e D 2 2 A A RIS | A i
TEAR AT
14

HIETZ &S preparation for casting technique

R PR T AT ) — R T TAE.

i AT RS AT 002 T 277 2 bl 85 18 VBB T2 F R o s 380 A B2 e ol T 20 < D 5 35 3 00 A L B LS
S HAL A S e R L AR PR R RE R Y R R s A R b R L A B b R Y T FE

15

%3t casting design

HRAE 25 F 1Y) L AE BRI 1 L 2R B R A 7 W s 45 f 1 it

16

FEEM reference face for machining of casting

B F A TSI s A FBILARE N T 1 A 6 A0 2 St FL 35 ofE ) B s - I

17

BH %4 cast fabricated constructure

FHMEMEANH AR, HEHA DR AR SR A Uy 25 .

i PEO AR Nl i AR S H T R S R L O ) e e bR I L PR S M TR VR S as f T B L]

18

SR  mold joint;mold parting; parting face

eI I IR e T T

19

AESEIE  irregular joint;irregular parting; match parting

i T A i I R A9 B B O 3 B T

5.2.20

fris 4 BIH  stepped joint;stepped parting
e BE AT TR ALy A

5.2.21

T transition angle
VAN i BT R TS PR AT TR R e TN
L fn ok O YL O R Y R ] e . LA BRI AT .

5.2.22

SRIFAEL  joint allowance;parting allowance

R T AR e A TR A (0 9 TR PR BORE LA e 25 B R

5.2.23

i%iEALE pouring position
e T I % (A A N P b {7
= P N [ B S S = I (TR N o 1| BT ) O O e N IR R o) A 11 F SR
61
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b.2.24

TEIEE design modification; molding allowance

5515 DR S 10BN S B R 7 o 2 DI R VA | | I T TR ) [ [ g oy LY -
5.2.25

Fzfl & mold thickness

il FRU R e 3 T 3 b R PN E L TOUL | JE o AR £ A BE S DA R B B 2 TR Y D R R BE B A E AR R AY
5.2.26

#h Ny pad

IS TG AR S AN AR . 5 1 S Z g R 2 e 8.
5.2.27

A B intersection

W rh —RE el B REFH AL VARG, o LT X SRR,

i S R NE I R T RN R R b L n) R HICEE RS Ak IR % R e O e LT T A RE S N i T LU B
5.2.28

+F3iZ#E  X-junction

X R H

T A RE AR I X

X RP SR T U S 7 A YT LR A R R T 1 R
b.2.29

HEEM  fillet

P A A A B 1 ) 1 [ A, o4 e e & 1Y L EL A B S Rl AR BE A AE Y T R sl

F. BAPEREION SN REREA G, AR @R B AR, AR EE A 22 B N (B A . e O o gl B 2 R

FHAZ B 9 P 1R A

5.2.30

35  hot spot

70 5 [ o 75 o 9 1 P L S L 42 s 3 3] 22 4% 19 0 A 0 S 74 DX
5.2.31

B5EA  ribs

% B

T8 T 20 2 E% 0 LI 4, — BAe i TRTBR 2 .
vE BRI HAE LA B R | B R T A s i
5.2.32
InsE A5 stiffening ribs
n5E By
55 9 1 T A T FH R0 [ 9 A 15 9 1 B — A A
i s R R — AN A T EE TR A 273 T A 2
5.2.33
A chill
0 Y0 P R R B v A EE AR Y 0 2 o R P B < R BB O P

62
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5.2.34

468k external chill

1e TR B T A BORE e B Ay e Bk
5.2.35

R 8  internal chill

MCETEREN RS HHE S — R EH & EY .
5.2.36

B 58 coated chill;indirect chill;blind chill

5 P 1T 4 ol Y 2 1 A D = Y R Bk

E . HCIEOS 1 A A S B R L BE A Rk S B S R A AL .
5.2.37

& §l %A forced cooling

Ve 214 oAb v BB e 2l 1 2 ik
5.2.38

EERBLE  pattern draft;draft

A AR 2 S M B b B el BLLe B s SR L AT R AR ) AR AR ml s & BE I AR
5.2.39

A& cope;top part

L

GeiE BT EE R e oT
5.2.40

T3  bottom part;drag

T4

e ik PR ARIRY AR T,
5.2.41

2B E  mold cooling time

DEE o P ARV B R B AR )

i U A E] ke 2 T R TR L L RE L AR A B R R L BE R R AR 54 2 AN A O W BT 0 AE
b.2.42

I  mold cavity

PRI Y 25 AR A RIE IR T B B O R G & Jm ik

FE M O BL AR R S R AY S B
5.2.43

ERIf = molding allowance

AR AR GRS 28 M SOV O 5 4 i R B R ST 2 R ERRE B AY as i .
5.2.44

fbihiZit sand core design

e T2 Wit EZ—. B3 00w i ek ek o500 0 800 S5 B R B3 (I ) (B e
A RRY e Sk B G B A S RO s B s G880 AR IS R AR O Sk B A9 8 A0 O 8 R0 Sk R OR &
TR s BT U s B B i RCHE R ORGSR

63
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5.2.45
3k core print
Fbe T 2 A A AR B N I Bl oes 8 I I e Sk s U 0 S A3 R B e L TR A
O BE N - H RLSE 7 A s GRS,
5.2.46
3k B BE  core print clearance
oSk 55U g 2 JaE) B ) BE S 18] B
5.2.47
kBl E  core taper
B T UER T O B TR AR O L 7R 0 Sk A0 R A R i
5.2.48
i BE  core seat
P B A L Oy i RO Sk Y
5.2.49
EALN 3k locating print
HA E gty sk .
R P B T S DO o 8 O il S I e s o A RO [D R 7 (= 0 IR A BTN L T UNS S SN TS R i R £/ BN = 1/
5.2.50

ks enlarged core print;strengthened core print

G =) g L T
S R T A TR AR AL R e TR R A
5.2.51

T Z¥FL technological hole
IFAE N T A5 f SR G2 B T80 T2 E EGF LR IFESE TZ2ZE B afl.

53 REHESR

5.3.1

i E RS  gating system;runner system;pouring system

Jo AR R AR O F R TR R — R A E E

R DM B A R AR A A AT
5.3.2

=i E RS design of gating system

AR o R 4 T e TR N BL B g D A 1 L 0 g F D iR AL B AN G i R A2 20 7T 3 ¢
T BN T6] R 58 T8 Bl /) A 418 TR AR 80 s 25 8 20 1 0 TREAR LE L8 T R S 4t M A oy o B 5%
5.3.3

iE k. gating ratio

{%u%ﬁ%ﬂﬂ FLBREIE (A ) RETEIE (A, BRI (A D AR m L Z L,

F o RMEFEAELTRBETESMMH S e b REM S m B, R RSk ok =2,
A AAHTIFIRSCRE T RE A A A, MERBANRTERI A, A, =A, hEANFETEFRS.

5.3.4
FHHXNRIEFRES choked runner system;pressurized gating system
P 1 i R AT A 5 AR R R e R R R T N R AR i AR R B R

G4
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5.3.5
FEHAKXNFTRS  enlarged runner system
FLGEIE 1A i AT A R BLER H TN R E A R B R BT RS
5.3.6
FHINRTEL non-pressurized gating system; unchoked runner system
FL e A8 6 T AR D T i e g T RS R R RS RN D T P R R T R R R Y 5
5.3.7
M NiIRIE R L step gating system
TR PF 09 fe BE D5 10 b I sy N B I8, {5 - T MR 8 O i 38 022 b DA 1 AN T o g ) AR IS 1)
5.3.8
EMEINIEIEES  slot gate system
SRR IR ETE o B R B R NGRS AR T RS
5.3.9
BLEBERTRS  whirl gate dirt trap system
A48 8 10 M1 PN Be I 2Z ) A O ARl LAY BT R AL
i GV ) (e ACHE S E B L R SO 1 AT .
5.3.10
PE#IER Y chocked runner system
AP E R RS
P . BH BRI P AE R0 AE i g LA R R 06 0 4 J IR0 B BE L B AR R L A T 7E DAl b T BR A R
.
5.3.11
B ORFERYS feeder head gating; riser gating
SIEWEE O AENREERS.
i ARSI L B A T O R A R
5.3.12
MEREFEZRSLE  top gating system
R e R ER T AR EMRIERS.
5.3.13
MR IEFRES shower gating system
4 B VR el IR 7 e 11 42 iC 310 50 B 58 18 IS 9P A9 19 57 43 A Ay B AL 2K N DR aE AR I Y T i oK R T
5.3.14
JREXNIRTEFES bottom gating system
il M5 BB sl AU IR R B i R 4L
5.3.15
FUERRIFRYS  parting-line gating system
RURE A B FAE AR AR iR e B E e SR Ao AR B RS
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5.3.16

FEHIRTES vertical gating system

TR J AU R R RS

= P A RE T E i vl o (D A O e L e o v R o el
5.3.17

ZRERTEZL equal-volume pressurized gating system; flow-rate equalized gating

FEIRE L R e AR R A B U b, Y AT JLE BB B Ay 2% FH By RE Al 25 = 7Y 1 [a] sk ve i 1) B e =X
T R4,
5.3.18

BER&I M choked area

FE 58U 7 40 b PR i) 46 T W 78 A 30 o 1Y dwe /v i
5.3.19

AFLHF large orifice discharge

TEEGEIE S E —ERNSMT Y EEE RPEGE S AP E Em BA t(EAE/NT 5 A3 HE N 22 LRt
e IR I Sk R R A KRR A AL R . R 2 R A /L IR L I B PR R A R Sk R B Y
0 Ak W PEE 328 i s T — e AL

'k P N I L I A RS T I A T S B 0 O PR R A W L S W B T A AT (e S T R SN O GRS B Rl O - B [ A

B e AT G
5.3.20
e[ % pouring basin;pouring box
Hh ize O
5 LRI w4 T DA R 2 AR Rl R A s
5.3.21

2% blanking-off plug

T AEBE D A5 D AR FE T

TR ERWERL  E T AR HE L.
5.3.22

= O# pouring cup

I = JE ARG T R i B B A 85 B IR WL N B TRER R4 R AR 4
5.3.23

Hi®E sprue

GelE AP R LI E . R A —E R HERL .
b.3.24

HixiEE sprue base

ELHEIH AR A MG Y™ K 41
5.3.25

fEi%iE runner

Ge it & 4 v % B E R IE RN R AE A K F- A E A A
5.3.26

EBEHIFEIE  skim runner

AT SR T B Y e R

66
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5.3.27

EEIEE GRIFRES)  dirt traps(in gating system)

PR 0 5 BE A () L R FH a0 S0 B i P T R R G R S T o B S T T O R 2 ) 2
5.3.28

RMZE(FEFTFZRES) reaction chamber(in gating system)

GEE ARG — N A . 2 T HEE SEREEZ R, TN EE RS N ER kR
fF. GEHER . &R R TR RN BT A2 el R A B RN

it BREEE I AR S N R R 22 R L 7 TR R f A A o e TR) AT T
5.3.29

A iZiE ingate

GeiE R G . 5 RS 4w AR B AT
5.3.30

Ei#i®EO lip runner;Kkiss runner

e 1 J T s A 1Y I 3k 2 1 BT IE W B R =X R 3 0
5.3.31

HfiEO horn gate

AR G 4 i 22 5 i Hh 260 i RO i i A2 fb i i il 1 .
5.3.32

¥Hi& H  baffle core

WCAE 58 1 4 8 B8 11 SR gt HoAth wp A L S 53 AE T R Rbois b et KR 8 .
5.3.33

g/ strainer core

M filter screen

WEARERGY  HLLIER: & 6l P ESF AR e M A,

2 O )9 S e ol S 0 T @22 R ) 7 T ol R e (B o I U N R o e O 7 o £ I N 1 I

B R R R o e R JE AR

5.3.34

& O riser;feeder head

EHE RN I b S e s E, BEzEEPREN e,

iE . H AN R R A
5.3.35

BAE O open riser

e JEE 7 () B ARG TR sl
5.3.36

fEE A blind riser

g JE 1) AN Al e 28 T L 4 el A SR A I s
5.3.37

MI'E O side riser

TV AE 7 B A AN g i g Ay
5.3.38

#HE O hot riser;hot top

HE {1 4 8 W PR 15 e IR PO 25 A S 1T AY SRR .
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F.AEAERE O ERE O R E O EeREeS T E AR ENE T, ME AR g R, A R
9% PR B i 2 U EE
5.3.39
fkim B 0 insulating riser
To 1y 78 2 o) BE o DLPR IR B RERY H O
. HEE OOH L RRE O g B L R AR AR R
5.3.40
Z#ME O exothermic riser
E DA —Br . AoE I A o A S BE S DL s AR E
. TR O RY R R R LR O R R
5.3.41
EAE O electric arc riser/feeder
FH HEL A 0% e e s AR 5 1T
. T HEE E DR AR AR, 2 AT OO R A
5.3.42
JEZ1IE O pressure riser
BHRNAERKTRIENEEH,
o A AE A SR I AR SRS,
5.3.43
AZSEHEO gas-delivered pressure riser
£ DN F ARl S B AR LU AT R i mAb e s e B O
5.3.44
SEHE O atmospheric riser
1 o 37 SRS Bl D SE S U A S TP e S R FH R DL A E RO IR 1T
5.3.45
Z 280 knock off head;wash riser
R ORABA S FE O,
5.3.46
EEEEDO  whirl-gate riser
A EESAMEERME A .
5 O R R B R R E oyl (0 AN L = g o Bl ook L T S s =l i | el 11 = o [ S S e < e S
B 358 [ - m) B 7= 2 0 4 ) 4 s AL
5.3.47
B8O  cold riser
FlEE M EEANE RS .
. B R S Th Bl R R R T
5.3.48
HSE O riser vent
HS O flow off; pop off; whistler
FERE R e A B ERA R F R <G
i T HE S T A B P A SO O n) el b A 4 TE T s TR IR B R L A A A s R
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5.3.49
B Oi&1it riser design
P T 200 R AR G 450 G A S WY L R R E N R L E B R EE T L AR R
AT i 151 W SO T = W e AN I S5 O 0 L < =
5.3.50
M #E[E %  inscribed circle method
BWT'E BB, I BCRN 4 08 GE O Y R R R O .
ik WIRIZAMT AT O ZE L HelEm " 07 m e o, WEREY TT 4 B R iy b e (5] g (0 (6O AR T R e [
Z bl ARSI 5040, (R E) 3% L o 0 — 0 g AT TR S5 — 0 R T i R R R A B D Iy M
5.3.51
HEITHEZ(EO) moduli calculation method
G G R E B O RHRY ik
i BEECOMD) R R S R R R e 0 (S I ) B — AR Ak A EIGEE R ) (& B ) ek . M= R i AR,
5.3.52
BE5 7% perimetrischen quotient
Prid ARl R 8m) i Z Bl g=V/M",
iF . FAE () RkE T W AR M 5 R e, BECH S8R, 86 0F B 5 5 B R0 S O AY il e TR R B
R U O R RN L DR R A AR S L A A R R g AEE I T B L ] AR M
PR 1R
5.3.53
B O%ZFE riser efficiency
BHtsEEmneREas S RSB EENADH . 8 FAmRE A,
T HHEEEE=U—F)/IxX100%
ol
| — W 1§44 8 & b E L
F—B Oskara e d & ol a1,
5.3.54
#r48  feeding
R T ARG ECE 1 ) Y R A T D R A A R A A A 4 R BRI T A SR R R
¥ 2k 4 Y B [ e
5.3.55
BHHMEREE  effective feeding distance; feeding zone
B AT RO e VR R B E 8 — 0 e 5 3810 52 4 P I WS & ke s DX e G BE
i ARG S S e R R G IBAR B DA S RGOS BRI B FHE A K,
5.3.56
th4E1EIE  feeding channel
5 it BE#6 BE B S 2 E T T 404 4 Jm BB NG B 10 3R 48 1) W 1 b 4 B 52 i o ) A 3
5.3.57
%48 inverse feeding
KB Ot AN E el e gias B D4,
. W RAETERHEEWE R, nla e st B O RS T E DR S A T A O
5.3.58
B O riser pad
B35 R
. R E D L Sk e O R
69
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5.3.59
B O riser neck
EFS E L0 .
5.3.60
(=g feeder bush ; riser bush
A2 B A v BT L {5 G il <o s A o el o R TR LA S o R v 4 i YRR e T
5.3.61
B OE heat insulating feeder sleeve
FH Ol B A TR A B, e BE 5 ¥ F B DAME R R0 £
5.3.62
B OE riser base
RSB S )l
F. BN —EREE LR T E o AR R, EEOoREE OB OEMIRES —EN
HLE . H OEce . H 0wg aR g .
5.3.63
B OSE riser height
B O T ) 5 O &S00 M e,
F B0 g AU, HE O s EAR e AR L R m AR g, BBt E L B e i T
Wl o sl 5 LR A W B S R B AR 1~ 1.5 AT
5.3.64
S E|F  knockoff core; washburn core;wash riser core
FLAE 5y F)H AR A B A 360 e B
i HHLE AR Sl Jopt B R . HERELY A E AR 1/10, 908 {ARE9 B N AR 1/3~1/2,

5.4 HBIEILZRHE

5.4.1
HBiETZ%E% foundry tools equipment
PR A re R P R R A 25 R L T e i HLUSRR
5 S S (A = TN = W NS NG £ - v I = S B S S <1 S TR TER VA < S 0 W (L S SO 2 0 = R = % T
SR S T
5.4.2
it pattern plate
BERE B AR M SR, — B A s DB E DERRE R .
i B AIGFRAE R
5.4.3
SR composite pattern plate
b ] 532 140 30 A i HE 1 7T e o e A R A AL A AR R . HE P TR 1~ 4 M BT A
i E T IS 2 AR L
5.4.4
WHEHEM match plate
P 2 A5 8 T AR 45 40 ) 22 % A (] — 5L T A o X o B AR A . ) R ] — AR SE Rl B BRI R A,
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5.4.5
BHEE single face pattern plate
A BB . 1T PR B 2 R A PR B SR . 4 B A B A A0 B A
5.4.6
iR E pattern plate drawing
o Al i) i A S ) B A
ik AT B R AR DY AR T VR R G n A A LS ALANE B e BRI bR b i S G L S Y R R
5.4.7
%t  pattern plate design
Wit T ARG WITNEZ —.
T B R TS AR B AR ) A e B RS P R S e T S R B R e AL L Y B
ek RGO O Ry E
5.4.8
5 R shrinkage rule
BEHETHR pattern-maker’s rule
HH 2 B G BERE RO % 20 B R HL A BE A5 3 ROy (v S 1 e L (L 85 R Rl 4 32
5.4.9
FfE  pattern layout
{fHE hot dimensional drawing
AT RE T AR B AR AR ) O TS R s TR AR KL 1.1 /Y LA P AR
AR 1Y 2 A A TR 4% R 1 A SE PR T
5.4.10
HIEH pattern mounting plate
4 RN E AR Y AR
5.4.11
HEi#E pattern
iR
1=
i ACH L 4 T G At A R A% . A T2 R0 10U Y Ml A L 2 A
. W AR AR

5.4.12

fH#E  grand master pattern

R R e i ) e e L Sy 1
5.4.13

4% master pattern

H VLB 95 4 TR BE R BLAE . BLAT R 4a s i
2.4.14

B metal pattern

48 I8 1 L B B B A
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5.4.15

AK4E  wooden pattern

A W 6 0 B A . B 5 A BE L 5 m T35 00 B R vp i B 22 1 — Fibr
5.4.16

AEH plaster pattern

LA 5 Oy 32 4 Rl ol R A AR
5.4.17

#ELEE  plastic pattern

FH SRR B BIRE . RAHA A AL D e e 22 T 8 o — J2 9 RL 32 5 b BLET (B R I RLEL
5.4.18

BZEHE  skeleton pattern

JT 46 AR 710 A T B AR A SR

5.4.19
B loose pattern
AN FSH A
5.4.20

B{E#E  one-piece pattern;solid pattern
F- i B R R AT Y J0 o B CR s A7 3% B By R
5.4.21
S loose pattern
S FF#E  split pattern
oA i B RTE AR T {6, f JLHR A G A — e ol AT o0 B 1] A B
FE B R R SRy A o B S B R R O B
5.4.22
¥R parting line
S T 3 Y A AR AL R R 2 Y LA S 2 5 2 ) AT
s S TR i AT T
5.4.23
WS4 pattern classification
g (o AR R ) B A 7 A ) B SR X R HRY 5 i B B L RS A SR A B R 11 B R
5.4.24
im I loose piece
(s o B T I A R R T
A T T AR A BB S g ) v e R R B EBLE S L A O B
5.4.25
b8 flask; molding box
Fey B s Y Y — 7 43 2 0 R SR DAY B W PEAE
5.4.26
‘AE R4 built up molding box
P AT 4% 0 17 FH S 4 20 5 T B P D 4
VE G HTTOCA R R N A

|
[
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5.4.27

FhEEiZit  flask design

MR P A T2 SO L R A A B A AR A i E DS SR RR RL L T RD A S5 R IR R
D FERPAR 1y E 7 VE W L iz R A AT 2oyt
5.4.28

£ mold jacket

e 11 B 22 7 ol A s 250 W 18 A BE Y D AR
5.4.29

E5% hollow pin;stub pin

CIMTER (e N W DR <

E. S LRGSO EEEIER., HESE U EEH PR AN—ESmEHA RS (R 3% L

Fo A S B TR S A G HUE

5.4.30

f87 cross bar;flask bar

815

SR I s A 7R e RN D () W L 4 DR A HE L 8 S R I TR 1 R O

il 2R 2 A M A8 L L R B R O e R Ak
5.4.31

&= core box

ilil 22 b0 B H At Bl 2Rt SR REE BT A ) 3% 0 .

i HAN S A TE AR R AR
5.4.32

mE1Z1t  core box design

iEE R e I 7S (o I i e S 7 5 1 1 U P § 2~ e e v I S 1 D et (1 s el TN
AN N S e E | B G g v R 7 1 AN

g I LA HERITNEZ—,
5.4.33

&= B core box drawing

i RN AR R e W BB e R U3 N RO SR v B = S (A B B I DTER s v
5.4.34

¥FE  half core box

ki I P20 N A 1 B T SR NN B ST e sl 111 R O e AR R E2 2 B PN S 1 o i o

5.4.35

fRZA A& troughed core box

JE AL 0 56 BT B 2 A A 0 0 B 1 <2 S HE P 25 T s

SRR TS A e 1 HE R L
5.4.36

4 &M parting of core box

AF FF Bl 2 T e £ FH 1 TR] Y 42 fi 7R

2 S T R R 1P TR TG S s b o U T R WS R TS 8- 1T
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6 RHAVEEIS

6.1 ®habIE

6.1.1
BIRb &l &  sand preparation
Rl 4b 18
MR ARG 120 B RO 3 Y FH b a2k Ay R AR R ] Y e
iE o AL AT T e R T RO TH iy Ak B
6.1.2
BRI REIES  sand quality control
R ARAAI o w5 A AR e B CGED) B8 30 T A P B, S M T 2 PR RE L O R ] A R e B R

¥ .
T JUP AL TR R T R R I MR L 0 BT B T R A RS
6.1.3

RIFhK 332 H2EH  automatic moisture controller of sand

AR i A5 0 1 W B e (R BE L BB R EE 1) 5 S K 1Y AT O A B H K At e B
6.1.4

IHFEV 4L sand reconditioning

be it fo R Rb 2 ki B RS PR B A PERE R L AR L
6.1.5

IBRFE % sand reclamation

P 3k 8k sl AR S Ak B T A (o I B8 P v £l A e
6.1.6

[HRE#ZEB 4% thermal reclamation of used sand

i o R 8 BIOPR B L 2 B D R 3 TR I mIORY - A A B AY THAD B AR R AR
6.1.7

HREVEEZHB4E wet reclamation of used sand

LA 7K Pk e It L JBE 452 B T P 25 o 0 oL 2 i o 5 ) S 2% o 89 TH 5 AR R
6.1.8

[HRFFi%B 4% dry reclamation of used sand

A FH RVIE | =T 18 o 2L B B 988 57 I L L 25 B B oy 3 1RG5 0 S 2% T Y TH RS AR SR

¥ HOREE A W R BT L L RO AT S S kSO G LR EE 4
6.1.9

[HREV[E 2 reusable rate of used sand

i I N Y =R WD I RE | B o R i WO (e e (2 RS v g 2o BV R O N (S s 5 &
6.1.10

RS #)  sand cooling

GRIE AR ARIHR S I 2 iR n T 2.

6.1.11
MRS FIEE  hot sand cooler
FHALBE AT T S0 L W K B 3 55 i AR H W 9% 30 89 12 5

T4
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FE UL Ve ERS L HVHE TR ML S T R R S HI 2R
6.1.12

R T 2%  sand temperature modulator

Ee A Ty 4o D i A i R A R A — Y R Y IR A R A
6.1.13

WHIERHBL  cool elevator;cooling elevator

PETH I V% A AP B 1 . PR AR A T & THER e RS A3 B R BEL Y (8] % L 5300 o) A e AR R 2 IR EE ik
[IRES: ReEsI
6.1.14

ASHHREEE hot pneumatic tube drier

FH #8025 AL PR b Y 3

i P ool 32 i Y. 5. s o P A R 1 4 A
6.1.15

#HIER  fluidized bed

MO T8 A0 R R A R 1 B s A R i g R 4

i TEFERE PR T IH D W Y A T A RS T R i e T I R O I D o
6.1.16

EE T  rotary screen;drum screen

{7 A T8 T v i 8 i I N s IR O ) 1

6.1.17

Wt EE magnetic separator

FI T 7kt B v % 1) 48 ) WG R B 2 WD B iR A
6.1.18

FEEEEIF drum breaking screen

— o AT B A AR R R O e Ak PR
6.1.19

fERBHL  riddle

B — 5 it £l B 4% A bIL 3l i

= e R UL R R UE R
6.1.20

[RRYEPEHL  sand scrubber

i o v ) BE AR A s B A AL PR R D (P D RY T
6.1.21

I roller

— P de R PR . A5 SR RS IR AP UL AH AR, . R e A T R A

. T REERb B B LB R BEO RS, DU TR b AR R R
0.1.22

Bl formulation of sand mixture

Ay RUEL T e — i IR RE AN T2 oK AR I 35 1 4 i VAR 7= B oK R RURD 7 A= 7= P i AR 1 A R R 1y
21 4y PR 2 REC A He A9 B 48000 Rl 36 L 2

=]
P
L |
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6.1.23
FiiE premixing
TEIR WD Z /0 R IR B B8y RN Fm SE f B IR G 09 17
i FUR A IHAR Y 25 A SR ALA SR W o] Fe 0 v LN R0 v E0 R T00IR . B2 T b FK B iR A ERORUR <
BE . — e AZ iR .
6.1.24
2P sand mixing;sand mulling
FRb G 25 700 A 1R ) a8 e b YRR
ik - L R PLEY 4 FE BT R AT R R IR SR A 2H Ay A A K AT 0 B B O 4 8 A R A R R B RRGE L E
Tl B e 1
6.1.25
B #L  sand mixer;sand muller
A PP M B o) /b rp 25 41 a0 H B A19R 6 3T (RS 25 791 43 20 b 62 8 AF w0 60 2 a7 (19 JE 1
W
6.1.26
ELEERHL  continuous sand mixer
I TETOR R HLER . G — -3 A T IR R 5 B w8 5 A R AT
i H TR S A GE R fE A s R R
6.1.2/
B ERHL  cup-type sand mixer
o M Sy BOIR 7 A Y s I R 2 TR] R B0 L .
. 2 H IR S IE RS 1 TR S0 K R KR R R
6.1.28
PIEE BFERMERPHL  no-bake resin sand mixer
FUH M A5 0 g X 2 AR AR A 4
6.1.29
FARP  aeration;sand-cutting
{17 7R 0 0 VORI P I Y b 5 B % YA A
6.1.30
FARPHL aerator;sand cutter
i LR (N g (A M 5 o N N = R R e e R
6.1.31
Bl (BRD)  temper of molding sand
451 (28%h)  homogenization of molding sand
T 0 B Rk 40 45 ik — B2 A [B] Al A 43 X80 50 43 A o B 90 0 i i YRR - L B A R RN - AR 45
6.1.32
BR428% dust catcher;dust collector
PN 2 U OB s 2l A B LR Y
= S /] - R hE U Uil 1 ) 6 o B R W BT W P A (B S i b e W b R W € N e N e
RN A N It I S RS R I R NG E R A b



6.2.1
=& molding
FH B RD B A4 5 1 203 i il s b R B ik R R
6.2.2
BEFAIEE  flask molding
FHEEFAAE Dy 75 B2 0 4 ) 5 Y Oy i Al 7 .
6.2.3
TLAEIER!  flaskless molding
AN TIRb R A 3 A 5 3. B AR AT S He il 45t e R Y o A8 5 ik
6.2.4
FTITiEAE  hand molding
T T e Fah T H 58 iy & BY T 7 .
6.2.5
HL#EiEE! machine molding
Mblar 2B ek 25 N ERIENE R TR,
6.2.6
&R pit molding
76 3T 10 LA A A0 70 mp SR ] A b v A R R R ik
6.2.7
WEIEE  floor molding

Vi KR T BN RS RS RS SURE BICEE b T B2 09 B0 R B AT Y S A

6.2.8
E2/HIEE  stack molding

P JLASEE 2 A JLAS b B m A ke ok L R F R B 880 B8 T i B Ik

6.2.9
ZMiEE!  multiple-part molding

GB/T 5611—2017

M =A~LL b s 29, fife o b 8 HAT B~ DAL 2 2 07 el omy R0 T i B ik

F . BARRA SEE — A A 300 mm.,
6.2.10

MFIER  two -part molding

FH G A~ 10 ) il 0 Y 1Y O s
6.2.11

BFEERE  oddside molding

A 700 5% i 7 e 00 2 A 9 R ] 1 2 BB 9 T i . R RRR O BRI FORFER R T fi i O o

Y AEAS FH A 21 H 5 Y
6.2.12
BHER split box molding

T A 1E R RO R TR A R A A R e R T 1) BT R e Bl T i Ay B R T

=]
=]
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6.2.13

FitEiE 8 removable flask molding

TE Al b 48 N i Y L 5 R BE T B 2 B AR 09 8 T
6.2.14

HliRiEE!  sweep molding

AN FHAS R T ) Al 5 A 09 8 Y R e 7 i

i AR RS A e b B BITIE AR L 5 TR MR e S L gk ek £k i= 8h
6.2.15

HAMIER  impeller ramming;sand slinging molding

FES O 4l e A BRI T 58 BRSSO i
6.2.16

miEiE R stripping plate molding

M SRR T AT Tk 87,

. S b A R () L 1 — 2 R L R A A L R S TE B L T S L R e e A T
6.2.17

BRSS! pattern plate molding

{1 FH) B A i) 265 v A | 3 Y ik

i 3 Ay AR R i Y RO AR A
6.2.18

SEHER!  machine part reproduced molding

VL SE A g SRR T A 1Y) i Y

i S L T o =TT 1 P o o W T s MR VR Tl e NN S D (R U S ok U - AU NI T s R A

F4 AT 4 LI T S

6.2.19

BAhiEE core assembly molding

s T 20 A Bl 35 BY 1Y i AU ik
6.2.20

WIRESEIESR!  vibratory squeezing molding

T = A R R AR R A 20 o F R b g 188 P 2 S AR D ] e s Bl s Jon e vy s 28 i
6.2.21

SEIEE  high pressure molding

FESZHP RISy —fE R 700 kPa~1 500 kPa Y351 i,
0.2.22

HHEER  injection and squeeze molding

RURDAE S R S5 AP A | BE fe HIBO He S 9 1 R 7 i
6.2.23

AEERE  vacuum molding

HEFFHIER

ViEEE

A 0 ol w55 58 U frg s 1805 3

. BIRP AT AR ES R L W B TRV A L R = ) i B A M fs H by D SR S R R RS TR TE L BE [N]SR BRI

He o BV R] 5 % 6
78
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6.2.24

SHiEE  air impact molding

FHARR Ul Hs 4 2 =0k 18] 2 i B 7 A 0% FR R 58 s R 09 o AR O i
6.2.25

F2IEiEE!  air-flow press molding;static pressure molding

IR T S 0 P Sk P S A 3 A T ik

i HE S s B 0Y DO e TR B AR AR AT a0 0 L
6.2.26

PIEHIiE & 5% molding with machining

HZASTE 1981 47 & B I 7F 4 A B 2 B 09 U ) s RYHL L, 6B 5 4 77 B A 3 6 b B il b Y 1
i Ik

5 P T B R o B2 N O - O = LR N sl ) i ST [ S ol i O L 10 1 o) e i
6.2.27

BERMIER!  self-curing sand molding;self-hardening sand molding

FH B 0 ) 26 b A9 ) B9 O i

i AT R S K 8GR R A
6.2.28

s AiE R fluid sand molding

FH e 254 o] 3 0 280 19 7 3
6.2.29

iE&HL  molding machine

HE 4 #h od IR D S or GREL SR JBRAR SF BB LR D 5E LB B LA .
6.2.30

S84 molding line

FHTE) R Wk sh 2Nl 22 A 35 R ik 2 B 950 T 2 A D & P I A5 DG 495 e ok L 2 R ML B AL B
ERSIRIA R ERLE %
6.2.31

= EERHL  high pressure molding machine

Ao b A B e FE S L HE 09 HE S i UL

i 2 sk E R RUHL L TE R B R A RPLTE .
6.2.32

L FHEIEEH equalizing piston squeezer

7 T /B S 21 1 i) e Sk AT 8 51 1 v T i UL .

i Sl R Bl SR ) Sl B e S AR M e ) BB S A R L)
6.2.33

EELIEEIYL  jolt molding machine

AR & AR S LA B E AR AR R R R T R ST R PL A
6.2.34

EEIERY  jolt-squeeze molding machine

il B e AT RS i) B
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6.2.35
MIRIESSIERIM  shockless jolt squeeze molding machine; vibratory squeezer
it #he (328 8 Hz—~15 Hz RN JL2 K ~ BT 2 K0 15 F A SEAE F IR 4 47 5% W) B o 15 7Y i
RIHL .
6.2.36
JESEiEEIH  squeezing molding machine
ALy 1y He ) S b B Ay A B AL
6.2.37
BFEIERIAL  shooting and squeezing molding machine
H T 46 25 S8R 98 i T 4% R e 53 AR08 17 EORD 01 58 5, AT R SE Y ik AU AL
6.2.38
SHIEEYL  air impact molding machine
A T 4 23 iR = I () 2 JH = A %) T g ik s S S R R A il TR AL
6.2.39
KFESBIPRFEISEIYL  horizontal parting flaskless molding machine
FE ] B CHPRR S O R SRR e B AR L B A g R i Ry AR Y E L.
R TR REIE A K N E L R ST A O TR S RO TR S RN 5 R
6.2.40
2 THERAL  multiple station molding machine
P e PR R, BICE AR VIERD B RD R B T S A M S E A TR A il A LA TR A E e Y i
UL
6.2.41
P AL  sand slinger
AR S 150 7 [R) B i A7 SRR A0 5 S Y ik BRI
g A EE UM s LT,

0.2.42

Bmire® bumper

=kA

oA R AL B o] 2 e S 1 UL
6.2.43

#®Zh & vibrating table
VLA 2l 8 3 I 5% Ta] & 15 Y AL
5 PR = ] = TR =R R R 3 T DN E RS RS i
6.2.44
HE  mold-filling
Ff ] 2 o ) B D I e b AT Y ol 7R
6.2.45
BEBNEE  prefiller
IHAbE
BIL % 8 Y I B AR RS 0y FH AR E Rk R b e A v R 0 LR A A

80
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6.2.46

¥ 3 compacting

-2

D AR G & P GO 04 S A 351
6.2.47

=% jolt compacting

AP 252 10 o5y e W s LT s iR 9 (o B e PR A ey ad R
6.2.48

JE3£ squeezing compaction

i HLAECTEAE T Al L PR al 2 5 T Sk L (0 AR P R R S O 7 L
6.2.49

BEZEESEE  high density compaction

bR E % R F) 1.5 g/em’ ~ 1.7 g/em” (1B SEH ¥.

FE T R R 0l G (A MREFE )90 A5 b, nl B IR St B R RS ORY B L b B PR (R S L LA 2 Sk @ T B

(AE AT < O R Lo My T

6.2.50

Z/ ramming

F= T3 B L A0 7 40 [ 880 35 A BP0 A B DI 2 i A R
6.2.51

¥ 3L precompact

=gl Nin S YR W= RSB L VO | Ty i TR [ R R TR ) B Pl g M

. I SR R B SR A BT S I A R SR
6.2.52

R  sand bed

- SR 2 e Wy AL R

. FH T b R v R el I B8 0 B
6.2.53

510 casting pit

TE 97 18 22 (8] Hi 1) b 42 08 6 08 Ak A PR b BT L FH LA AR o 5 Y LA B i A
6.2.54

milk  cod

fif 2 2 rp Yy AR

i AR IR AR AR R R R ey ae . He B — O R AR 173, MEH AU
6.2.55

Zf  tucking

T 3 RURY , FF 50 000 5 AN BE AT R F 33 A i 47 i) 7R 98 S a4
6.2.56

iEZ8 T HE hand tools of molding

i A B LA S8 B AN RO R R F T T A

s i AR A AR KSR,
6.2.57

&E!  patching

5 R b B T B D B 2R S R AN A RS SR A A0 At T R R R A
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6.2.58
ZR T H mending tools
HTEAAE RN FTT A,
. A B OKES.
6.2.59
& sand rammer
S B e A 0 L DTN D = 3 KON R 79 B 6 0 I ) I Ly R =
X Rk VR WIES 2R,

6.2.60

24 trowel

=]

— Yy 13 P S 1l A P AROIE B T s R e 8
6.2.61

£ cleaner
JHLL B H b 88 v () JCD R S Tl 18 B ] B Ko i £ B9 12 H
6.2.62
RS lifter
ANKHE DT AR 2 I AT AR lE Oy S BY
VE ¢ IR Tt 0 S A AR % I R b A
6.2.63
BHS £F  vent wire
ERP R EFLaE AL HAE R .
6.2.64
7K  swabbing
s AR A VP Y R i A A R
6.2.65
JKE swab
P B Bl RR S 2R A LA P it K LR
E . T T 0 AT e KR A R TR AR S TR A TR L B 0 R A A R ] g
6.2.66
R stripping
i 5 b Y A B Bl o 5 00 & B R PR
6.2.67
M drawing machine.stripping machine
AR RE B RO A
0.2.68
EAREF B stripping time
] 0 A g 26 e B . R D &S TR R D R G AN R A 7 IR B A (] [A] B
6.2.69
imi& pattern stripping

(UEICECE SO L B BURITE VST NN Ee S (o
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6.2.70

B #% rapping

F- T3 BRI RS A5 iy e o 15 A0 o L 30 LA T B i R 1
6.2.71

7L strike-off

5 v R R e A T A YRS ] A e ) R AE .
6.2.72

38 mold assembling

&% closing

Mo e oo B8 P& ST RO SEHAS N R R R e R
6.2.73

S E  assembly mark

EA GREN A ARTE LA IES RS bR
6.2.74

Igggfric  tally mark

TEARLRE LS G 4 7% el m] 5 56 40 AL 0 5 f b B BlUAT 5 .
6.2.75

H#E  crush strip

HFIES lute; mold seal

o d ST | SRRl S b U R A N R e B A e T = R = = 2 & 0 O T R < R T 1 4 ) B e
6.2.76

& trial closing

o5 F
B0 5 2R Dby e A R T 5 A0 T 22 e Y B A e R R T
6.2.77

fi# snap flask

A 2 B ] SR R R T AR
6.2.78

A sand mold

FIVAS G0 il 1) Bl ) 5 18

. AR ERAE R
6.2.79

2R B green sand mold

i By

VLA T AEREZ5 ) AN e BE T 0] P b T e i b A
6.2.80

F&#E  dry sand mold

+ 3

23t MR £ (12 ~ 14 VO R R,
6.2.81

FEMFE  skin dried mold

e vE B A8 2 77 3060 B s 3R Al AT e g b Y
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6.2.82
ZIRENE  loam mold
TE B fi%e 1Y R A4 L LU T th | DU i 28 o 3 i 9 2 1Y
6.2.83
BE  clay mold
P e Al 3 BRI GRS AN 5 D) i) B8 A ] Bz &2 0 T 45 T U0 B9 95 Y T 2 i 8
kSR S 1] AR S (1 B W P i VR A R (N =
6.2.84
ESF  mold drying
I AR B (R S B )RR RS R R B —E TR R AR
6.2.85
HF 4 oven;stove
R R NN R R
6.2.86
iR moisture regain
fb Y SR S A 8 kT L TECE B ) I MR S R A K A SR R K e I 58 BE REAIG L R
g,
6.2.87
FHF  underbaking
f 7R B A D8N R T A G 2 i K
ik At py kR R B AR LR SRR B AR AL SR B
6.2.88
K EEEKX  water condensation zone
= o a TS W ey AR H BB R R oK s A N EGE R BB K R C M TR E T K S
] O 100 °C ~ 383y DXl R B BE 58 2 I = 7 K 41 35 e IX
i KR R D Oy AR AR I, T R R R R oK s R KRR RE
6.2.89
etk sand metal ratio
TP 5 95 1 B LR AR
iE e RGN SR R SRR R EE AR A BEE T SRR . B M RS R S Ak
5 RURL R RS RS MR A WU C R .
6.2.90
&l coating
i AE LI T QTR R o i € e N0 1 a0
6.2.91
B EXSEIR high-pressure airless spraying
FH IS 2 25 A U R A B8 3R 7 1%
i M T R WS S A B R S Ak L T e B SR ok o s SOBH O 1 2k R AR A 0y RORE S B ) R ) T G
WORHE S K E S AR, — R AT RS 0.1 mm~0.3 mm EEE.
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6.3 ik

6.3.1

#l  core making

1S 10n

S US  ID R RS Wy A AN AN RO

5 SR s s ol L T L1 B o L iR | T i/ R I G S R O R TR Ny B s o i
6.3.2

BhEE  cold box process

B D e ACLEs B R AR AR R S AR SR T R i R) B AR Y e
6.3.3

“F e tEiE SO, cold box process

FiT VR A 5 P I 4 i s {1 20 COIG 800 10RRE 5 g B s B AT AL el S0k 0 e o A8 1 ) T T ey s o) s
A 28 Sl RO BRI SO, AU (R i fh 04 TS 7 i
6.3.4

B EE-fE /2 & 7%  phenolic ester cold box process

peihEix P-set process

JFH A P Al T o T 0 A e o) 1) o b S i b ol o W AT g T R 5 i e e A 1 o
6.3.5

=24 EE  phenol urethanelamine cold box process; Isocure

WA SR RE T TR — £ e Calg W BE ) o A 00 A R 45 ) 1 1 B i 1) 0 SRR R 3R e SR T 1) S L
R 455 Il [ 28 11 = B FY i L RE T o DT (e e 8 119 % 0 S e i
6.3.6

BARBEBIERE CO, &% polyacrylate resin-CO, process

UL SR P I T 0 A R 5 30w R 0 3 A 1 IR A W e A L S R R e 1R O R S L A
CO, MLY%
6.3.7

FRETFELASEEE  Ecolotee process

— e CO, A5y By i B4 B [ 1 f9 7% 0 £ il oes ik
6.3.8

— &S ®iE  CO, process

F7K 3 5510 3 8 o) e e S A i SO L B b T i B ay 1 Y Gl ik
6.3.9

EZE#HE{ % vacuum replacement hardening

VRH & VRH process

Hs 7K 9 P R AP S A B R h il A 2,67 kPa LU AR A CO, 1R 6T i

A IR HGE Y CO, B AL 2w PEAT K BE B I A R A CO, WRACRE . o5 70 08 R0 9 7 b
6.3.10

ML &EiE  hot box process

T & [ AR B A E R R AE BRI A 180 "C ~ 220 C B9 .6 &, {0 b S0 oF S s el Py 0 {k 3] — i TR
(18 i) ot T i

-I1'E-'
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6.3.11
iBmhE iR warm box process
FHIRLEE S 150 °C ~200 °C B0 £ 9T 6 700808 J7 i
5 P | P S A L DO YV SN =Rl ] e = 1 1 s 1S R ot i P < A
6.3.12
“ S mAERASRHI A CO,-gassed heat-activated resin binder process
FH 25 8 B B 15 A g 0 a6 Y ) e C O, ) B Al L R ASE R IR 30 I A4 25 Bt e 7y o 89 ) ik
i R T AT R A GEOD R LSNP A R 2% i T e R 2 L A b il S I R R A A AR TS A
6.3.13
#l#5#l core making machine
IEJLA*R
il 3 B0 AL AR
6.3.14
Bl core extruder
H T He ) m M0 S50 B, 3% S A 7 g 1 AR R R e i AL .
6.3.15
Btih#l  core shooter
46 25 0 9K B I RS 000 S0 ARS8 o) S L
6.3.16
BN core
1o
N
R AT AR B E 0 P9 AL B R A8 AR USR] Bl f 2 A 28 S P S Y Y A T
6.3.17
b sand core
FE U & Ui il Bl Y0
i TR AR T LR S ok B b e SO RO PR B A HE SR A Sk A UM HE L B E AT
S SN LU i e e v B e DR (o = RN
6.3.18
AL oil sand core
JH I A 1) 365 69 s
6.3.19
ES A pencil core
Jil AT E TR0 A AU Syl e B N LB AR R TG E N T 0 e e A
6.3.20
i embeded core;ram up core
TF 18 R 2Z 0 BCTE BEAE 1 35 24 07 B 090 1
6.3.21
4 FF R split core
AU B N =140 € 55 ooy 1T B K 1S 1 1 1 R s N 7 Rt O €1 = g s T
2 Z - B H RS S5 DR S 7 — R By — R
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6.3.22

s hanging core

aRIE e LR AR,

ik — MO B 22 sl IR R e B R B A b
6.3.23

miE  chaplet

ALRS

fb U 20 2 RN T ), SCOm s &R s o 1 B B 4 e f A

i HTPL A5 AR Y I e 7
6.3.24

B core rod;core scab

BCAES U RIS 2l 52 f5 /0l A — e AR e R A AR
6.3.25

AR BE & #  core adhesive

PR JBE & b i Bl AP BN Y R 85 50 . ZoR TRk B2 T 0.7 MPa,
6.3.26

AN BEE=E  core joint finishing allowance

AP e R A B B RS RT L AE S RS T RS EIN TR R, — MM 0.5 mm—~2 mm,
6.3.27

RbAETidE core pre-assembly;core subassembly

TE AL B T b Y 8% 3 A 7= 2R L DR~ A T A0 R of 1 b 58 B G R AE L TETD LS R B N
A /IR O 2 e Bl DS AR A

VTR IR A A b L I L ] G R T

6.3.28

42k classification of intricacy of cores

PP b R A — W ., — B R R 4% U0 AU 55 A K ZERD .0 g0 A ey A,
WBE R AY DL, SR 25 500 Y 38 v R AR 4R b S o R E
6.3.29

4 hardening;setting

E{t curing

{2 0 Al 0 38 GES ) A 3 Y GES) B0 v 30 R 435 700 58 58 B 17 7™ 24 1 B8 5y o B A ol e, 0 DR A0 R 0% il
PRR Ok L AR A 4 AT S R TR i v B T R R S S | T RO [ AR R R kL S
R B s R I (0 R I AR R AT L e e Rl 2 500 B 3R A ek AR
6.3.30

R EELL  core hardening

W0 s TE WG 22 I i e i 2 9 i 2 R A 2 o PE A o R

E . MR BT U 09 AN (5] L A3 A BB 0% TR K
6.3.31

ME{ BB  curing time

TS G R R AT Y GO 70— JE B AR IR B2 R 75 s & P4 B B B ]
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6.3.32
B4 iRE curing temperature
PO B U A e B R TR 58 2 P i 4 i o5 B2 R IR

6.3.33
HESiE venting channel
HSFL  vent

0B B O HE R B8 B R AR A N i B 1A R L E . O RD R B R GRS B R AR AR
N ) A R CRr) T i B 1 A A

6.3.34

S ML vent wax

1S 4

FICFE A s v 0] ) i o 2R 4 L AR P O e B AR R HESCE .
6.3.35

TR over gassing

A Ak 2 B AE D Y RO W B 46 LM RE A 1A .

i K SRR R G St st B L 2 (i R Mg Ak L B 5 gl IS R
6.3.36

MR core baking

FH A 24 38 B 02 08 i (8] P ey o HE AR AR — o 1o B e o
6.3.37

ML EF  core drying plate

FH T 85 o0 1 MOS0 vh JBCHE A7 B b 7 v SO 1 I FE i .
6.3.38

MR tower stove

FI T At & A = iy 2 B 09 0% 2 sCab i b . b A R B e IR I T B D S 1 Al
6.3.39

iT ikt  overbaking

BRI G L% 3 BT

E Ak e R S A e Lobh g Ay T B0 B CGED o B IR FE O S P A R R
6.3.40

BEEALHl  core grinder

{wR LN | B B AN O
6.3.41

T s core setting

1 N B AR S T 2 R P R R o T Y A

6.3.42

THEER  core jig

A=

FH 1 0 S0 B T 5 20 5 i ats BN W AR A 2
6.3.43

THER  core setting scale
s PRI S LS A A B S RSP R R,
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6.3.44
R stripping of core
M rh ks R D 4R A
6.3.45
EUAS#14# core-stripping mechanism
fi L T Al B 0 5 B s A R LA
i — AT AT IS | B8 sl 4 i I FRE 56 JLEs —

6.4 $iEEEIZWIZHE

6.4.1
HBiEEEIEEIZ®E foundry transportation equipment
P 1 A 18] P9 T i S W i FH TS0 R k) 95 B s F R
i BB UM Ak R
6.4.2
BRHIEYL mold conveyer
EERIAETZ FHPIRARGER PO R U ES FE S5 TP a0k i 4.
i S a0 N DN 15 1= G =i 8 R
6.4.3
WRZNEEHL  vibrating conveyer
FH AR 20 AL A 51 20 48 145 1] — 5 7 1) 1 155 15 9IR 20 DA 26 48 O 0 Rk 9 12 45
i AR VR 4 0] PN P S e 16 RO Bt g B .
6.4.4
SHhEiXFEE pneumatic tube conveyor
AE B A 38 N R T 8l 25 050 15 w0 oOPs 5OV R Y e B
6.4.5
B2 GEHIEHL  screw conveyer
I B2 T Tl ) T % o ol SR T e A R AR 1A A1 0 L ) g R S0 1) A S AL
6.4.6
A EHYL  bucket elevator;elevator
I VF 228k =) 7% 22 32 H HORE K A ¥ 8 09 a5 1 o . 8 2F 38 7E B2 sl w45 1, W B o 5 sl et fe
Kzl .

6.5 EBLEHENZE

6.5.1

BRI LIl auxiliary machines of molding

F 5¢ B Y T 20 ek R A A A 2 [ 0 R B LA .
6.5.2

IMREL#49  sand feeding device

= i b == 21 e L 1 IR 0 & sl 2 R 2 € S DT v R 1 R L R = P Y S e S D= s E o
6.5.3

RlEs  feeder

gL 2L rp i UKL ) R 0% 22 1) O b g H Y e B
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FE i I AT A s g R AL R 8 R A R 2% L ERNE &5 RL 2% TR B 25 kL 8
6.5.4

ZFAHL  box descending device: mold conveyer feeder

1 2 3 Y RN B 00 4H B C A 1 0 b Y Y BICHE B R e a6 ML b T o Y A B
6.5.5

M closing machine

Fg 5 ik B R Y B RV A NS B PIL A

i AR EER S AR MR L B R R E 6 ME 6 b L A o] SEAY ) 2R AR
6.5.6

5# 4L box separating device; flask separator

FahE B2k I Fe B e A 2 o S5 —® A L PR AR T LS [B] A 3= A
6.5.7

#FfE Y.  rollover machine

LI U R Y 0 AR AR 180 HYBLAE
6.5.8

#HAUHL  punchout equipment

M

Fg 58 TE I % A S D Y RS AR v B L

7 45MEES

7.1 &RBEHHIE

7.1.1
B AEIE gravity die casting; metal mold casting; permanent mold casting
T/ AE R B 8 B | A Jm RS ¥ R 09 77 7% .
7.1.2
£ ERBIEEIEN  gravity die casting machine; metal mold casting machine
4 I R 5 i T AL A%
= O VI IO CE T TR AT S R AT A A
7.1.3
KA B permanent mold
-Je A5 FH 5 8 o) A 0 5 A L BT el R R | % S X ORI B ) & N R A A5 A S L
i AR R A AR & e ) S A T O] Qe BY L A SRR AR T T ok A B Al gk A BY T
7.1.4
£ER  die; metal mold
H & @A Rk i e 85 8 . &8 B GRRE & mAaT.
/.1.5
Z2£EER sand-lined metal mold
ERERMESE —EREEENaEN,
i T AV R L B TR 5 R Y L A R
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7.1.6

£FEE  metal core

157 1 R o U ) i o i T B 2 o ol A D U DN
/.17

B A% Bl die coating; metal mold coating

a0 Jm AU P I I R 7 A AU 2 T Y TR R

. AR J S i O I O 0 Y I R A DA 8 < T TR R R v 0 B e R HE Y T By L B 4

I 68 5 iy el 23 g R o O L O A

7.1.8

FH B S die opening force

JEFEHLFT TR Ty — i B f) 5% ~12% ., mie B B Er s L) a8l ay )y,
7.1.9

HES ZE  venting plug

11 4 & B RS o HESCRY R AL L 8 e Y 7l AT T4 R B R AR ) 4 s R
7.1.10

HESf& air vent

T 7E & 8 R R 5 Y Y 43 Y GRT T FH 1 HER B s Py SO Ay T A .
7.1.11

Al i@%  expendable core;soluble core

Ak PR 3 3555 AT T 2K By B Rk il 6 Y HYLES

ik HAE & R el R b LR B 1R b A A% A ) Y L E R

7.2 EHHESRKREHE

7.2.1

EH%3E  die casting;pressure die casting

[E5%

15 il 42 J AE v TR B v S AL L R AE R )T B R i S ik
71.2.2

E##l die casting machine

AT R RS R T P SR AR Y R O e AL . R DL R ) /R LA RS
7.2.3

WEESHYL  cold chamber die casting machine

JEERMES ok AR TS SR Py RS,

i A R R E R R E T R

7.2.4
WEBKIESHVL  horizontal (cold chamber) die casting machine
Ep3C RS54
e %8 7Kl 0 7% = R L.
7.2.5
EEINESEN  vertical(cold chamber) die casting machine
i ESHE

%8 2 FCE 13 B RS L .
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i P SR oS AR U S A O O =2 L S = R = A== I I R [ I i s L S = I VAP £ 5 <1 < ol B I L e (A
%,
7.2.6
AEEEVL hot chamber die casting machine
He a8 1 H 53 pp Sk 32 T4 k4 s PN Y R L
X EFE AT SRR EE N .
7.2.7
FEAIESH pore-free die casting
RS AT e m B b R A RS S R
5 P e 2 TR o s A Y T W 2 sl i o AP T A B e AN e W T VLR
/.2.8
FEEZESH Acurad die casting
Wi E 55
FHT) By 0080 R0 53 e Sk () 2L des Bt A7 T ST 70 S S0 226 1 ISF PR v S 00 802 40 0 0 19 A S 4 5 [ (%) 5 it 22
Jag b 7 0 He LLTH B i A L 342 15 o 1 B0 BE Y e 53
i R HIZIA IS, N BRI R R RO R R,
7.2.9
BZTEH evacuated die casting; vacuum die casting
Fo Al RY e N 1 AR A JL 2 VORISR S R & T B R R
7.2.10
£t shot;injection
FESFF i Sk 9 16 Fe a8 PN 48 T I 50 100 H o BB R s iy b R AR A L R 0 O T B e B 0 L e e A
B Ex .
7.2.11
W) £k £ 545% Parashot process
DL B 45 &
FH B A il 2 w] 2 B Y R T s B U H AL R A
i R AU TR ST Sk DUS) I B gt AT - R sk L - SR e MR E P ILT A i . K i nl
2L i AT e ) AR A e e s
7.2.12
EHHLH] injection system
JE# ML T05 1 23 b 09 43 i W S A s 5 180 %Y 0 3 it i 4 T T T SR
ik I EOLIEIRE AR TSI B R e e e sk M R A e
7.2.13
JEZ pressure chamber
[£ 51 =
JEF L TN T 5 2 T i Ay [ R T A4 . L — o 5 T o 780 3% ol ol T 33 o Sk & T W T
AT
/.2.14
E&H Mk injecting ram
JESI4E3E  plunger
[EZE
Fe g ML T He g v 09 4 s I s S AR B A 28 . — pi Pl B EL A 1) B
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7.2.15
E&tE#EE injection speed
5 5k He 55 v 3k 7 He 3 DN 4 0 104 28 e .
VE % B N A Bl R i AR AL
7.2.16
JE8fLEJE  injection pressure
18 5 e S bk VR T S Y s R e AR L & B WA R ) B O MPa,
7.2.17
I@JE pressurization
TF FE 5% 32 8 4 Sy B B TR S UL B 30 7T I8 58 Fe 26 B 70 W5 Jd s 1) e T 5 v Sk 1R A 78 760 46 T i L
1 e 7 A 3
7.2.18
FEIH#E  filling rate
R AEHER GEARZENEREAEB S REREDEARERZIL,
/7.2.19
BBIE gooseneck
EMERGILT  EEEHENSRERRY N RENEIIEE 7.
7.2.20
FiH  counter plunger
AR T AR HVLUE AW 5k,
iE e OV R o b Bl R AN g T A e S R R T S B A M R 0 LB Ok g S A R AR TR
He G He S8 i 1 R SN & @ A o S AE T R 28 58 11 51 AR B s e FF 8 Al af Rz o 3k 09 | . U0 I 3
MAEEENNEERR,
71.2.21
PidY(JE¥E)  die locking
A (JEH)
AL X 25 E P A B B 0 TR g L B 8 S TR AR SE Y L T R Ak % R TR SR
7.2.22
3443 die closing mechanism
Pi B HL 49
UL T TR shsh B R8RS LG el Z 0L .
V. TF YA 3 A 3K a0 A (4 T HTLR B 4 A s B e 00 5 A S T B Lk R A TR B e R R R T,
7.2.23
& 1 die locking force
&8 71 clamping force
JE S B TE 5 #L A B ATL ) 1 55 P 2 TR U Y )
i WA RO T ¥ R M e i R AE e o B i b e i AR S R ST e R
7.2.24
BT tie bar;tie rod
VE 4 R 9 BILER 4 s R 5 15 BIL B9 8l 8 R S PE AR L ) sl Y S R 1Y dz sl = ) AR L R I gk LUK
A2 i B ) e F O AR TR By e e
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7.2.25
[£E858! die;die casting die
HY o Y L8l AR R4 T 0 A R Y T ) B ik T 4w R
7.2.26
EE  cover die half;fixed die
L T TR F ML e b [ A sh i 2 RS R, Hoh 4 568 5 = M1
1.2.27
B ejector die half; moving die
GRTEIRENLRE St L nl B sl By TR 8 . B8 A A IR i L
71.2.28
41 e%  spreader;sprue spreader
LR AE S B b I X e O AR AU e R A T VT 2 e A A 1) B U 2 T HE AR 1
7.2.29
i dE sprue bush
LA R SE A P R R BRI Y L 5 R a0 1 R R A A
7.2.30
HMBIATE]  opening time
F B AT (8]
4> M Y 55 1 R B B L DR S i s &5 R 31 S Y T L 4 0 B e e
P B SRR ) sk DUt R T B A RO W B AR R . — B 5 s—30 s, MRS &R
o 1 2 I AR S TR
7.2.31
TmH#H  ejector mechanism
<o T RN e 5 R rf el g 0 Bt B rp T Y B A 5 ol s B bl e R MR L T A LA ¢ ol TO0 AT i
RUPL R 8 Y ) B0 48 MBS AR T TR 9 AL
/.2.32
TM#F ejector pin
L2 AR T ALY B Y 1 A 4 T TR ORI T 5 TR e T 0 41 L e S B T S o Y Y 4 e
7.2.33
oAl core puller
ME R EER RN RGNS, HIR RGNS 8RR E B, T4 JF A HT 24620
fili LS W 3
7.2.34
it tE  overflow well
T35 7 4 200 R o o 0 3 AU i | P AR 4 35 A7 SO LS 2 0y 100 I 7% 4 i Y0 ) VT4
7.2.35
£ #l  biscuit;slug
He ¥ I % B A0 e = soie 142 P Y B DFE 4 5 8.
7.2.36
EE &% coating for die casting;release agent
FE 5 AT iR TE R 95 B I N =8 L R A b 3k 22 1D . LA 3 3 R 08 R AR F 0 e 40
i R L L RE AR S A b o L B LR g T R B S Y L ab S e e fEH .
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7.2.37
{RIE%I1E low pressure casting;low pressure die casting
Pe e B R L0 R bl AR 45 L R R T R E ) (— e 60 kPa~
150 kPa) {8 45 J Wi o T8 7o 03 BRI il 35 ] 09 95 165 7 0%
. mRE bR B R, EHTHE A OB HE .
7.2.38
RIEEFIEHL  low pressure casting machine
TR 95 18 19 iR & .
. W M DR EEE O ERA TS D R R 4.
7.2.39
B RKESSIEN  electromagnetic casting machine
FFH FE 1 ol 4t PN B 4 Jm TR A AR e B B I AR s W S L
/.2.40
FEEES mold filling pressure
T A1 9 3 109 5 78 B B A FH AR 2 3 1 0y st o L A R g
/.2.41
FTEEE filling speed
B0 W R N IE TR A R S 1) () 2
7.2.42
RIE[EST dwell pressure
% He 85 i FE R A5 ORI NG 2 R0 45 5 22« FH A 28 8 M 0 o 0 it T ¢ 7 R I ) e I AR
7.2.43
fRIEBTE]  dwell time
JE ¥ FIIG S 5 165 1 70488 it < 8 e B0 O A s 0 g e 1)
7.2.44
IME#EE rate of pressure increasing
% B s e o PR R T S P A SO B TR &R s Y TR h RN TR TR Ol A9 R 58 1 BE
. HEEO AN, —BIEM B R 1 kPa/s~ 1.5 kPa/s. SE BT B # 2 kPa/s~5 kPa/s. 88 HFr Bt & 5 kPa/s~
10 kPa/s.,
/.2.45
Hi%EE riser tube;stalk
fREHGEh . MEESE RIS L EE SR A TER NS T
7.2.46
ZE$HIE counter-pressure casting
R IE#%IE
P SR RIS T 7R W R A LA TR e A O R R Nl AR & s IR RN R
TEm TEAWET RN IEM S IRAE T T Z0EH T2 REE %8, JFE ) b 58 iEE[E .
/.2.47
FFESIE  squeezing casting
SRR ST EAOEH T R e R B R JE NS 208 S % i ik,
ik HAaslf a2 m e R i il s A Ry  EAe MBS, FESFA89% ., B4l
fife i, T A Ak PO A
05
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7.2.48

X E IS semisolid casting

mEFHIE rheocasting

T E5iE  thixocasting

FEAT — 5 b AR PE A9 2 (5 48 S 4 2K R B 18] 8 05 B 7 IR T W AH R IR B M — @ 1R ) B ik WUE Y
i

7.3 BiiFIE

7.3.1
Biv51E  centrifugal casting
1 2z J8 W DR AL AT iR} sl ST b e i () B R L R B0 S VR T S B A ) i
5 PR S o ey (G AT NN e B 5 DT i A T I PO T I 25 B SO = | 2
7.3.2
WEREE 812 bimetal centrifugal casting
PO 55 105 07 3% Jo I 0 M Rl A il 4 Jm B8 A [a] — A~ e 5% 9 85 L L 3045 04 I &2 & % 1F 1Y B0 B i
ik
7.3.3
EiE5IEL  centrifugal casting machine
T S 85 0 B O DL B e P 3240 S22k Bk AR 2~ e
7.3.4
MBI EEIENL  vertical centrifugal casting machine
B 80 O] g 2l 2 e T 7K1 T A 0 B L
7.3.5
EMUE L E5IEHL  horizontal centrifugal casting machine
5 W GR ) &% 3l hoOD 2 A7 T 2KF T &5 O w5 5 L
7.3.6
BihEiEF®E  rotational speed of centrifugal casting
0 T IR v B Y FE
iE o SRR R R AR E  AEOE et (AL SR 5 e I B A e b R i B AL
7.3.7
7%t f& pouring trough
b 20O i ML rh L S 80 B R AR R AR A ORI I 5 T R RO A R A AR
i TRV W Cn ) I L 5 T R A 00 A Sl 1 a2 sl L DU S R I R A R
7.3.8
B AEE  eravity factor
ENRHE
BOHER SO F S5ENF, MHEG).
(+ = F./F,— Rw /g
T
R B AR — SR BE R A7
g &)
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7.4 KiEEIE

7.4.1
AR E5IE  lost pattern casting
FARRRE e Ak Ak i i 55 i A DS TR PN O R B B 3 i
PR TT A AU L OPE B 0 IR A e
/.4.2
IBHREFIE  investment casting
Gatg5iE  lost-wax casting

GB/T 5611—2017

FH e 01 1 0 e Rk ] O A PR LA 1 2 W JCRRRE L R RORY G e R IS 2 ) Tk e B R

AT B T 1Y B i
7.4.3

G245  expendable pattern;lost pattern

H 5y 45 a3 50 n] B8 e H ) Bl 0 F5EFE

i o A RS T R AR L R I SR B Y T R B R Mo v RS
/.4.4

JB5#8  fusible pattern

] PATE POK B 1 A A BEAE
7.4.5

B wax pattern

FH IS B b4 ) ] 1 Y A
7.4.6

thiE salt pattern

AL AR ) i B mT i 8 T K B
7.4.7

B [EH  fusible pattern injection

FH 25 sl m R 5 s Bkl A R A8 D, ol s s 1Y) 8 4
/.4.8

#=#l pattern material

SR P I T T S R Y 2 L B T B BA R

. deh Y SR A BT T R R R
7.4.9

#ZH pattern assembly

K A B 3 b L 2 BB 1 SRR 5 T R AR 2 2 T I P A A G
7.4.10

¥ ceramic slurry;slurry

HARDRL TR R R | AACRIRE 235 570 <5 2 g 19« H 3 1 1 25 B 95 2 R 5 g g 8 780 1) e SRR s R A R

7.4.11

¥t 3% paste pouring
HEL DEHE AP A8 B0 & B BB R
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7.4.12

H{ &)  stuccoing

g R A e S NIk T L IR G R TR N TP E S (VE
/.4.13

fii % dewaxing

B w2 v I AL S T i B8 G 3 (o e S 2H DA RS 52 H IR B MU g Y e A el
7.4.14

JEBY pattern die

HI 1 B i B 11 Y
i MRS S R e R R B A PR R LA R
7.4.15

KEI%  sintering

W AT it L Pl R B i B — A . I AR e Y 8 5 R P R AR B T A AR B — 5 iR R e 2
IS LAKE Jn# 2Y f i )
7.4.16

[EfE 4l pattern injection machine

TEJE )T 4% 45 FlRORE 0 AT 18 Y L o] i A BT P ML AR %
7.4.17

AlZ  mold crack

e i TR 8 J A 78 ) RO 1 45 A Ak i B R S B A

/.4.18

EEIZF ceramic shell mold

=

o i 5 1 b W AR BB FETEIE A [, SRl i b | B AR L 5 1 ofil] g i R v R L
7.4.19

MERE  ceramic core

&

PR R 8 T sl 5 O o 28 0 I B8 45 T Wi i) 88 -
i H T B Je R PE 1 TR B 1 el B W 1 Y B2 o 2/ i LS

/.5.1
T RIEIE  croning process;shell mold casting
TE ) AR 0 e 4 vh 58 T 0 14 PR 9 Wl i ik
7.5.2
F B F|iE  shell molding
IR 00 55 54 Big 04 18 5 1 mid e e ¥ B ) s U 3k .
i R R R AR R EE S 180 T —~280 CTHYEIR EIE M — 2 S EE (6 mm~— 12 mm) 8Y 852 AR (& 4k 5, L
ik BT 2 09 55 BE R R EE
7.5.3
78l shell mold
7 0 B B D o TR T A T A B A A Y T e B L
08
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. TR PR RO B L A3 oA e ST B F R R b e Y Gl R R R RR b se ) L A% 0 IR BE 55 B i I AT T b 3 B
e TE B A G
7.5.4
ﬁﬁ shell core
b 55 00 & 4 ik e DR 2 B b Bl — g LR Y 5 )2 L SR AU T e & BT T B 0 75 0 AT S T
/.5.5
L5 BB  investing time
FH A g b i 1 7 89 sl 73 00N 1) o 0 B 0 A AR I (el & b 457 B A s [A]
7.5.6
=B investing temperature
FH A B 0 ] 32 e Y sl gt i 4 S BB (it &) B LA 1Y) IR B
7.5.7
=AHL  shell molding machine
ifill 35 A4 Mg b e BY Y HIL 2
= R YR DA Gt =R S T g L | 2 I N e - e L [ e
7.5.8
Foan#l  shell core machine
il ERCA B 0 e e B89 il e #L
i o T G I R

7.6 ELEHIS

7.6.1

ELTHIS  continuous casting

% T

K% & J8 B (45 Shas) P IE LR & )8 LU [ 4 8 B Y Pl T i

i 45 AR AT AR TR e BB T AR
/.6.2

R E$E hot mold continuous casting

OCC & Ohno continuous casting process; OCC process

5 TR A 3 B 6 o TR ROR 2R DL L e T AN T o R N R A T A O e v g 2 1] R
S5 Tk

i A AR SRS R, b i 2 RS S B B B F R B o5 R BE R E RN L 0l BE Rk

T g v R RO N i R SR

7.6.3

BEEEiE  chill block melt-spining

B V1L 0t I L SR 1] — o B B 1 L e PR S SR bR )RR | R 4 20 A R T FR A FE AR R %
HIHBE (IR 107°C /o) & o PR IEE [ hi 5% 22 S0 10 5 s 2% 1Y) 2 20 9 Tk

i ORI S S S TR T
/.6.4

EEHL  continuous casting machine

P T 1% 20 v o 4 I 1 0 AR A AT BB Y i I

L R DRR b AL ST AR LV A AR Y R S AL ar O o U R L KT R S L L BE R AL 4
99
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7.6.5
K EZEEHL  horizontal continuous casting machine
25 i f P ER TR KA 1N B L . AT O A R AN 2 PR Y 4 S8 A
/.6.6
ALTVIESEHL  vertical continuous casting machine
25 fin o VR TR EL T 2K 1 Y E AL
7.6.7
7% tundish
RV W 28 70 I W o el 1 WSS T 2 R T [ O S Ry e 9 | P e | W S E D ol
7.6.8
Zfues crystallizer
5 1% L Pr i FL 25 WOF L TP AH 45 an 57 ¥ 0 7 18 A 0 05 70 Rl TR - 0l 2 Rt 5 4 dls ) R R 5 A

7.7 HEEEIE

7.7.1

SERUEEIE  cavityless casting; full mold casting

HE&#EEIE EPC process;expendable pattern casting

FH 0 7K 28 ) A5 ] 325 % 780 FS AN B HR B e | 08 T 4 T B R P T 2R AR 1 9 1 0 B s T i
7.7.2

iH RIEF5IE lost foam casting

— MR IR A B I IR R Z Y R 20 TR R SRR R R L e B S b P E ) AR
DS PN AT B — T b 1 RO S U R R IR N De i 4 A O R [ T R T
7.7.3

iHHR expendable pattern

S

FH 2 4% £ 0 S5 T TR SR Bl A A

iE . T mpiEnl  AeRESE PP b miEL.
7.7.4

RHEEIE51E  magnetic shot molding process

— P S RS TS . R IR R R G B R LR B A R AL L R Ll R e A — s T ) 1Y
FL 1 37 % U [ S5 B RT e i . B A R IS T R L 3 0 G L R LA U O B
7.7.5

BEEEME  pattern materials

HFH VR 0 R BB 3R P8R 32 B R S0 i iR B8 R (CEPS) | IR 3L 7 05 1 HH TR (0 3 98 K}
(EPMMA) | 5 H LY 46 58 e - 3R 28 £ SRA IR oK 2B B (STMIMAD 5 .
7.7.6

MIEHKXESEIE  vacuum lost foam casting; vacuum full mold casting

— ol SR I 0 T SRR L VA T R R E T R B A AT T o D Y B R P R s 1 R L AE TR R
AR S A 2 S o i AR 2 ] O [ V% B TR T ROV 1 Y W o T 2
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7.8 EHAifFfEEiS

7.8.1
FE%$515 precision casting
FING % o5 B SR ASH  d IH 0 5 i O B P
i R AL A 0 RO AS DR ST E R i L 3 v 2 L R R 2K 2R I T AN I e b i T A
7.8.2
L5 EABEZEIE  non-shaving precison casting
VA H AT BT Z 1 B SR B8 JUARD AR L RO T 1 0 2 1 LR 18 9 ¥ i 7 i .
R R A e R T R AR A A A A R R A R B L T e B R R g e R S
7.8.3
IEFE & E=%5I1E  near net shape casting
i it 2 5518
BT A 7 F Y RO RO AR B AT A e B0RS A 2 L T B0 A 2 B U EI N i 5 i
. IR Y A A TR L e B A R
7.8.4
AEBSIE plaster mold casting
TF A B 8 e 58 T R A0 9 3 I ik
T T TWHERSENSESERESI.
7.8.5
AEE  plaster mold
FH A TN 2K SR 0 BEF D 2 4 1 1 1Y) 2 et I8 TR R R T e AR T ) e B e B L
/.8.0
AE8IFIE  graphite mold casting
oA SRR RGN EE k.
. AEMRSREN TR EERZ N, T EEMH . S S — R A SR,
7.8.7
A58 graphite mold
FH A 25 5o 6 ksl 711 A 588 YR i T sl TE L BE T L Fe 45 1T g Y o 8
. EHTHEFEESRE RS 45, il T80 & B E 5 5.
7.8.8
Mg Z& &8 $518 ceramic mold casting
FH E TS 2K 5 k58 8 BT T 1 Wi ok AR 5% 8 1T NG, ) 51 S o Y g o 7 o B 58 VR 95 PR AT 8 5 1 T ik
A RN A R L A R LT B e R
7.8.9
MERGIE ceramic molding
FH 7K % T 12 20T TR A RE | A 1 770 25 18 6 i i i) Bl 8 2 kL 8E T 3 Al boel ot &b i B GRS

Fik.
i B R G R 20 A S A AR L T S — 2 T I e LA R v B RE
7.8.10

M5¥e  torch firing
P 3 MU S L T R A Y i 3 T L T 28 2 i hn BRI S S AL R B K R e Y A4

1041
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7.8.11
E458%iE composite casting
o T g At ok 2 B [ 50 e T B R T A R I A Y R R O
. i e RESGHE SREEGMHEMEGES. HESHERTRSWESHRIESET ARG,
W mESEE. LR LIRS R a a4l 8 5%,
7.8.12
W& EHHIE bimetal casting
Vg 9 b i 99 A UL B AN )RR BG4 B MR B — AR A Tk
. AT R 4 R A
7.8.13
WEEBESHIE  bimetal composite casting
TE 5 BN [m) B 8858 J5 58 T P A AN [a] 4 Jm 38 LA 3R AS AS [ 587 | A [\) 42 I 72 Bl OF BT 16 & 45 5 1 &
T ek O o Y R R B
7.8.14
% insert casting
1 S O SR EMORA R A w8 R h o e v A . B e A 1 e AR D
7.8.15
B 4EYE  infiltration casting
& i
{4 J@ W7 |y sl R AR R 8 AR Bl 2T 4B R RE A AT B TR R A $ ad  ik
i WIS &5 ol 2 L GRIED & s ¥ 1F
7.8.16
2iF851E  suspension casting
= iF et
{158 1 4 Jim 00U F 65 S o R A BE R L 0 R R & P R R S L .
. T G R GRS R IR AR A Tk R RS A TR A D s R A AL OB R S S R0 PR R
7.8.17
EZWE suction casting
FIF O % 45 il 4 T R A 9 Y (& ) A 86 0 i .
7.8.18
BEZHIE  vacuum casting
4 J8 T 075 G0 T 9 B L i RIEE [ N 1 Y wE kAR
7.8.19
=B ¥51E vibrational casting
VA 4 T ¥ 0 R [ 509 (m) L P HIL A | b o % g s 0 {280 i 4 T IR sl LA Ak o R LD s b 46 A
VR ik,
/.8.20
EEFEE51E  slush casting
—Fp A AL AR 2 O F R Wl Tk
5 PR e o S Gl el ) I s e e e ol L O AR e S el PN R Rt S Sl 5 e I B N S
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7.8.21
2% EEIE  subzero casting
IR 4 (1.5 % ~2 o) IR AU 1 7 ik .
i KO Ol R R 18, A Y B R A A P TR (— 196 OO s AR B (— 50 "C) i
HA W WO 5B . R 8 IR PR B CO, B AR RS , JF HAT U0 R A% 5 e el A4
7.8.22
RiEEEEE  rapid solidification
B EEE  ultra-rapid solidification
A T A < A PR Ve J) L AN BE O 107°C /s~ 107°C /s 5 28 B i3y ) I (9 5 [ 0 7
vE . nl I R A YRS R D B AR A BRI A E S A A 2R R G
7.8.23
258515  splat casting
B4 $5IE  spray casting
B8 B % spray forming
8 5 & W 55 1 R S DUARTE — > 1z 3 9 7KV WA 52 @ A 88 L L 3K 45 B 75 JE R g PR 3 36 11 5% 1°F 149 ¥
iE . AN EE AT R 107°C /s LA B W 2 20 S D v A R [ A L AR AR M AR S AR AR 2 v Tl
7.8.24
‘HER§51& fine grain casting process
DA A R S S B A B T i
iE o LIRS o SR ik
1y AP ek X gAY AR B Ak B R B TR AP S DR AS A
2) Ak Ol AE IR PO ACTE A R0 A A
30 &b Ty ik 3l ik R T A n B8 5 IR 2l SE T I AR AR A0 R e
7.8.25
B RIS  single crystal casting; monocrystal casting
TEH g AR T R I — AR R a B i T T .
FE BN PR L T LA AR R AR R R B (Bridgeman §5) L OB BE T 0 RE BT B B U B8R B L B A B 3 (OCC
I N AT T R
7.8.26
EM4% &  directional crystallization;directional solidification
EHE%Z e unidirectional crystallization; unidirectional solidification
B [o) 5% [E]
{5 I P — A FRGRE T o) B 1 45 A B — T ) A R R R ol L 1 B 3
7.8.27
% clectroforming;electrotyping; galvanoplastics
FH o B Dt B, A S i RS L RE B (B R e S Y
VE . PR Ja b fel (3 i 8 S A Ak ) B I ) ik g A O SRR 0 BERSTAE A B L e BE I A A BIR BB B AR
ke A HL A L T B AT D0 B GE 2 P Y s e 2R e MO BH R RIS 30
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8 wmHREA4HE

8.1 &®

8.1.1
/) shakeout
fT#8 knockout
T T BB 7 2 B85 1 500 GO D40 B8 B e . T A9 0 4 V5 00 ol 73 5 T 9500
8.1.2
7% BPETE  shakeout time
PR RIS B Ry Rb AV I E] .l SR TR R BV N[
8.1.3
% fiRE  knockout temperature;shakeout temperature
P 138 1 A v b I Y IR
i R OE TR R TR B O A 2N, S B A o T T o PR R ] R 8 ) i
it £
8.1.4
Pl knockout machine
{5 F 5 b A s AL 4%
8.1.5
MZh AP ERHL  pneumatic core knockout machine
U 455 A2 1 R 6 R R D S i
il M A A B kR AT R AR
8.1.6
EEERHL  knockout barrel
I e A T 0 0 TR KO 8 o T VD AT B A R A T 110 1 5 D e
8.1.7

F# opening
HR R I R v e R bR P I R R ER AT AT T Rk
8.1.8

fT# shakeout
FH B 55 mec A TR0 4 A R S8 fF @ ny T Tygrbor ik .
8.1.9

B  decoring

MG 1 Hp 2 o e 0B A 3R
8.2 HEWRiEIR

8.2.1
5 cleaning; fettling
RS LR R IR 0 £ A R (AR 0GR AR % B 0 2
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8.2.2

iR iEE  sand blasting cleaning

FH H: & 25 0K b e 15y 8 W5 0 30 o 4 e i, B 2 B 1 e i Rl L il 0 N Sk B i B O 14
8.2.3

BEALiEE  shot blasting cleaning

FH R & 23 0K 5500 AL &) 8 W S 20 4 14 e i B 25 0 4 e i R A L Rl 0 I S ME B2 i B T 34
8.2.4

B AL ZREIE  knockout and blast cleaning

P A% VA7 w5 (i b LB A e i i B, nf [a) i 5 B 1 10 2
8.2.5

#3752 wheel blasting cleaning

FH vy 1 0 %7 1 g 4o 0 AL R AU AE 0 IV RT Wl ) 5 4 R T D RN 2 B A T AR AE
8.2.6

B MBS iF combined shot blasting cleaning

B 1 (o] 4 400 ShL RO WG AL 3 L

. N TR AL Wk B — AR ] L M L A DU el A TR P L B i R L AR R R A Y B LR, Rl
8.2.7

HEHEIBFE  tumbling

R v 0 I 00 W 1 R — o B Y SR B R T D S B TR e sh eb e S RS R B RS
WIT VR A T R R L T R A i AR B R e R R D RN R AL i ) — B e 0 3 i i BT
8.2.8

NIEFREFIE  scarfing

FIH AWM KA 2B R e E 15 2B R S5 oS i 9 vy 7 ik
8.2.9

iBiEEE  wet cleaning

78 7K iz i1 B 5 K 09 2% F T 3 RS 1 ARk .

i oK iR KBRS R T R KRR I RS
8.2.10

Hih #L ;5 HL  wheel blasting machine

JH vy 1 J0E % 1Y) P 5, Aol 2K AL B39 ALTE 00 AT I 4l ) 5 7 5 35 47 26 i i PR LR
8.2.11

5 cleaning
TE 75 0I5 B 25 0 1 e TR ARG 0 A 451
8.2.12

ZiEFR  chemical cleaning

IR A 2 TR Yy (5 W 11 2 TERG 400 22 A S| Ak 2 0 T i .
8.2.13

B FFR  electro-chemical cleaning

HiLFEFE  electrolytic cleaning

FE i i 1B

I FH Bl 14 3 s ) V0 a0 P Ak 398 7 o 5 A R 0 1) ik o TR D 3R R R P R B A A 2 T b A ) A
P HE I IR ALY .
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. T TR R 8 009 5 28 0 B LR , DL $A A J0Y b
8.2.14
&R electrohydraulic cleaning
FE ik & iF &b
FHAF 0 H B A K o R AT B A T F 7 A e B A0 R K A AL AR g s B 1 L (RS HD BTk B A 9
I LAY QEOD R0 5 95 1 0 1 8935 By ik
8.2.15
KEBERY  immersing cleaning; water explosive cleaning
P B8 T ¥ AN F) — o i B B S R T BT KR B AR N A IR RE O B 0 3 T 4 fik L T
SRR R T 165 L 7 A A P (0 R A RN S D 1 3 TR P IS I A 1 e
8.2.16
7k 71iE®Y  hydraulic cleaning
H e e UL SR s B 5 4 3 B o B RO R - AL LS B T 8k
8.2.17
JKEERY  hydraulic blast
R A B0 L 1% o 7K oA M 555 54 F 17 53 R B 19 40 1 RS 0N 9 7 0
8.2.18
ZBiRE O degating
MFEE R R 1 RGEAVEAE
VE RO T AT ELER b R U R R AR BRI S L B ORI R 5 ) 2 SR T B L (FTIE BE W 1) B EE A
BECUN S BPF 55 1 11 55 ) I R H & R b ) O i
8.2.19
£FE# deburring
F: B B A 3 ET 1) EEURN B
i WL A LS A R AT R OISR U A AR e i i 5
8.2.20
E &AW E  descaling
FHAIG S Aeb | 11 i 255 0 1 3 B o 1 3R 10 A S Ak B RBR 5 L R R o 1 R A A 3R S A —
T
8.2.21
fTE grinding
S LA 6 1 00 ) B 11 BRAR JHLBt  06  F  BfE
8.2.22
LS % air arc cutting
A o BRG] 0 1 Al e A A R T &2 B AL . (RIS TR 48 =5 AW Bria b & T8 e B w5 1R ve B 1 I

Rl B U5k
i GG T UNR AR S S RT AN S AR 0 R R
8.2.23

B9 chipping
F R sl Ho Al T 2 L BR E 2 4% & T8 FURE a0 Y #54F .
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8.2.24

A shot

Al AL Z6 M5 AL TR B 1 H 0 0k B AR

E A oL AR S B AL LR s s AL A LR s Jm AL P OIS L W )R AR e A R AR

305 2 11 B T A oA O e R AN B W L RN RUE AR S IR A o i el AN 0 AL

8.2.25

il AL.#F blast wheel

A% T 3 119 #2500 73 FEZE L i1 F L LASE IR w1 AR Wi BE A F R s AL i 3 B . = ALPL Y
FE TR
8.2.26

Bi#L&F shot blaster

% AL T SR VLA vh DA & 23 U0 3l 7 0 55 AL BT ) % H
8.2.27

A4 E2E  shot sand separator

T B v M b i T oYL iR 28 R A< B
8.2.28

AR MRl wet sand-blasting machine

LAV 2 0 R o5 <00 s 7 o e Tt S R e Sl 9 L L OIG TAE 2RT 0Y 1 #
8.2.29

RPE AL grinder

PR e s - 1 e i ol VB E AR 2 2 S 09 B R A

i W R LA PO RN F e 2 SRR P R R LR
8.2.30

JXL%* pneumatic chipper;pneumatic chisel

FH T35 57 9% 1F 6 300 Fn ik b 7Y IXLsh T 5.,

i Bk Ak TR R A T A A B B TS U RCR . BOA R T IR b M

8.3 HEHFIEAD

8.3.1
H1HE%d  repair of casting
L 5E 55 IR IE b B8 4 TR WS T IR A A 1R B
8.3.2
Y2 %6 repair welding
FEAR AT FRVEI  F RS A2 4T BB 97 1 7Y 7 3%
i ISR LR
8.3.3
J&5 4 fusion repairing
JH e AR 4 i Y ol 2 A o B A L A AR 4 B 5 ITURh 42 B S I B B R T i
i . 22 H TS b R e YR A Y e 8 i [
8.3.4
4h  repair with metal-filled
H 4 J8 SH AR AE £ 51F B A RPRR L S0FL SF 8 BE L i B IR 18 40 W 1 AS | 22 3 a9 VT B R i Ak . (2

107



GB/T 5611—2017

FIM AR T s TRl L S L AT A 125 C —~200 Tl H],

8.3.5

=242 impregnation

& b

F 3t A A 92 A T T S R i 1 1) ik B 1 LA B 1k 2 T 1 7 3
8.3.6

i=ZH  impregnant
H T35 %M %5 4 09 30 6 44 8L
kPO K¢ U0 o £ R =TT v I A i o N7 T 3 oA 3 R 1 1 £ s o W S T S 1 =
A R e T Rk R SR AR L TR S R A R AT T LS BRI IR R R R
8.3.7
fE#  dressing and finishing

R iEE
v UF I PRy e J5 B B AL AR I BRI TS AR I L BRI S ERAE
8.3.8

ff.-F beaumontage

3 1 AL T SRR 2 T A B 1) JiRURY

i R T AR R R L R e B e A S e G ] T B
8.3.9

BrlE coining;straightening

FH A J7 38 3 45 B 22 HE 1 8 18 R 47 067 10 A48 AE .

9 BHR=E

9.1 EXEAKIE

9.1.1
#HFEFR=E casting quality
PRI BT AR LIRS LA B Pk G S R T E R B AT SRR T
i AL R 09 SRR B P AE RO R R A AT
9.1.2
W RFERE internal quality of casting
— J AN GE HH PR AR AGE A A8 B 5 2 1A LR 450 Rk 1) P R i e
i BRI AR S B VLR 2 tE R L L DL R AR TE TR RN AR A SR L R e A SR R e L R A
TN oo ) I R = T I ST e i B A o, K 8 TR T
9.1.3
HEHINMBERE  visual quality of casting
P A 22 RDIR B0 FLIS 21 H] P R B
iE B0 B P RS B L R P RO s 2 B A L R 2 L R AR BE R A R R R, — M R B Rl A L
9.1.4
BEHERESZ quality grades of casting
X T A Y B — T e I H B R 09 R
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9.1.5
HBHERESHT  quality analysis of casting
A 5 1 0 2 4 A7 g3 B 4% Do) R R R v O i A A
9.1.6
BEREMEN tester for casting quality
FI TG00 5 4 1k 5B L2120 3% R A 5 96 75 o 1 A AS .
9.1.7
HBHLAFRES  nominal mass of casting
Rk 7 A B BRI O % DU DA & i B AR HE R on % PR RY PR B RIT A 5 1
. RLAE R RUMEN T4y B R A T A A
9.1.8
HBHEESE/CZE  mass tolerance of casting
H S F AT E B A ORI R B S A E 2 28R A FFHE. 208 5% R ST
DYFERTRLAY 16 552 L MT1I~MT16 %8
9.1.9
HBEHESEWZE mass difference of casting
T RS A PR E 2 b A IE R 22 5 AR 2=
9.1.10
Wi R~T/2% dimensional tolerance of casting
P 25 43 ROST ARV A 4 PR i 25 .
9.1.11
HHER~TIEEM dimensional stability of casting
P AT A AT AT I AR AR AR IR RS AN i P E .
9.1.12
BEHMMHIMI4$E machining allowance of casting
o P TR 4 1 0 T TRD RS S R 2 A B A W A T 2 B T R S 1l g AR AL A TR 2 0 a2 e
R,
9.1.13
HiERMMAEEEE cast surface roughness
P it F2 1A b el B0 10 B R0 25 21 R A fROUE JLART 4 E
9.1.14
e EiAEAREELLEBHEER  roughness comparison specimens for cast surface
FNEJ5 7 G B O A B 1 5 0 1) R0 T AR B R P e 22 (RO BUROUAS T BE 10 5 44 05 BE fE
(R,)HYFEER
i W5 A FAE 0 5 S b 0 Rl i ] DT g A 2 ik ) AL R | R R ) LAY R
i AT Lb A3 AR A R R 0T s il AR R R A R R T R & R
9.1.15
A TEBE  properties of casting itself
TE W5 AR VR 1 35 A A e I 09 1 BE .
i I E AR R, — MR el R e
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9.1.16
BriF{E HMEBE service ability of casting; properties affecting service of casting
B4 A7 BB T (TR 1 B
. QNAESR T L L ESFE L L R AR T AR R PR AR LU PR AR IR TR s TR
9.1.17
1814 qualified casting
g L AN LT T o e 08 e 3| B B TE SR o
i LIS (I VR RN R B D S IR R B S R T
9.1.18
HIHFESEME yield of casting
AN £ 8t b G P G 43
A A B TR TR B R R O TR O S U R R I A R () = A
O/ [ ah i (O -+ BE &S B (0 ] X100 00 =1 B 2545 15 a3
9.1.19
fRPE 51  defective casting
AT A g i S e
9.1.20
Eam reject
A RE A A H B ik B 75 44
9.1.21
HiHEEMZE reject ratio of casting
PP i A A S BN P S A R e
i R Al W R AR RO R AR T S b A S R R T AR R
9.1.22
BIEMMmE  overall yield of casting
wHEHmMmE
GG E E JE R R (A RS S R PR B D A L
s A S W i N O aR I R F = ¥ o DA RS (DR o
9.1.23
FHBERPE  casting defect
PRI A e ad b T R e DR 7 O R PN AR 0 % e I B 1 SRR
iE e AR R O B NS S R R LR 2 B I S IR S i B L S i L TR SR L e A AR L RS B AR
Vi 25 W BB M A CEH AR PR BE AN 5 hS SR .
9.1.24
I  inspection of casting
M P EEOR M E R R F A Ry UE B i B (R e F B e 2 65
B A o
9.1.25
HBHERT M  reliability of casting
P51 B = {F A R E B9 {5 T 5% 07 RTER R P A PR TS 5 o 38017 22 2 e IR E L IE W AR Y PETE .
9.1.26
S 2™ air tightness
PRI — 2 I J) F Al i BT BE . & FH e i 5 A= e i S e i e
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9.2 ZRIEGRE

9.2.1

Z AR metallic projections

i 1 22 101 25 22 1R BRI 1 AR

5 R TR LIS N S ]I iV N QT LR R
9.2.2

%3  joint flash

kil

T o Ty bR A 2 R R a s ol .

5 SR VGV U R S VN T | O 1 Y
9.2.3

E#l veining

PR IR JE SR .

i H BT R 0 R EE A AR AN I L 5 R R SRR A A 19 B AR bk A
9.2.4

ANEY  sweat

M=

B FRmZE N AN SR,

. ZEORCR, - PR B R R L W SRR R L RSN RD Y, kWS

BlEmEEaER.

9.2.5

MR LA sticker

PR A0 R s ) A A e 8 g 0 RS o 7 A5 s & B B o R % 0 2 A L R 02 22 1A
9.2.6

MRy cut;erosion;wash

B0 R ) 32 T8I Jw) v AU B 0 < Jes 9 e ] et R B 1 = T A A R TR AL TR B A LB L AN R DU Y <5 T A

ISP
FE LT PR T B AIT A e TR L A 1 Y A 9 AT LD R
9.2.7

= crush;drop
BB RY CGED 7Y Jay b SR AR HILA 7T T 9t 3 402 B2 1 30 i AR I 7 457 2 i ey BRCIR 4 T A2 ) .
iE . HOME 5 e 09 ab AR A el . o6 8 4 At Ao DU 1R 1 A R ER A e
9.2.8
KR swell
FEIF o R R R nay B g . th B REIR o[
9.2.9
a3 raised mold

{a#8  cope raise
BT 4 A A 3 1 R el e ) ER kA BB A A (v RS R B4 .
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9.3 FLiFZE®R P

9.3.1
FLIEIZEERPA  cavities
TE §4 1'F 7% i 1 P8 7= 2 9 A T8) /DS TR U Ay o L 1) B B %) S
. AL g AL L g R
9.3.2
S fL blowhole
P N i SRTE BC A AL 28 Sk
ik Hokm — AR bbEE i . O R RO | BE RO B . — A fE W O e B D L R AL R ST A A o fL ) R
.
9.3.3
S48F.  blowhole shrinkage
PR SOAL S A LA B G 3 TR L ) 28 R o B
9.3.4
$tFL pinhole
S -k B S N N o T < A TR VT T R O W
i B SR BT A AR R FH AR
9.3.5
FMEETFL surface pinhole
BT o3 A0 76 W5 1 R T2 09 o i <AL
i HLEROE RO LR 5 e SCAL A ) B A T AR AL T 1 mme—~2 mm J BEAT 25 4
9.3.6
FETS¥%. subsurface blowhole
O T8 e 2 B Ry dorE <AL .
i O RS b R 2 W) A e s RO e A R R AL L AR AR B R ERAR BRI A — R
AN L A AL D T e Pk BT A fE A
9.3.7
i A boiling
e T 2L AR A A i R R SR AN GBI HE Y . RN R A W S BN R R E A AL
2 LG FAS 5 B 0 GBS
9.3.8
W FGE TR PE  shrinkage defects
G I 8 [ A 45 B o b T 4 I AR R A R A i e A Yk
i LEG AL AR R AR RS R DS
9.3.9
45 Fl. shrinkage
Vo A O B R bl TR A AS BT A B LR
i LR R AN BTN LB HURS IF A A B  R AR S R ST B M 0BRSS S LR A
9.3.10
Y5 ¥y  dispersed shrinkage
P A W 1T b B A3 TR 4 /N ) 4 L
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VE . T B A OB A R A LA HE R R O B S . BRI SRR R BE N0 SR AL A E PR R b B i
9.3.11

Bi#r porosity

B4, microshrinkage

5 11 2 1 G 3] DX B AY AR 40 /) B8 AL

iE AR N AL )L Rt AL L A A L SR R 0 R B R R O R R B s s e
9.3.12

&R leakage

R G et ol e W o D ) PO = RS YR TR e ) R 1

. Z T S RO AL SURLK B A R E AL e e S Eh pE R

9.4 Hg AWML

9.4.1

Yl crack

P AF R SN T B T AR R A A W R E ) SR 2R B AR L R IR 1 B A IR S
9.4.2

Z % cold cracking

P I e A IR T 53k 1 T S 2y A,

FE B TR ek A E e ) B P O
9.4.3

#ZL  hot tearing

Vo 1 A 5E [ R B0 R [ S 7 B I R 2 iy AL

i i Ak T T L B O R P A N R RE L ST i A AR A
9.4.4

5% shrinkage crack

W 48 3 4L

1 5 D AE AN 2 i 4 57 BE i 46 AS 3 5000 1 h A AL,

iE o WTHE B A R RE [ 2 5 B A R A IR
9.4.5

HAMIRZULT  heat treatment crack

P AE I AL P TR e A B T e AN B R AL
9.4.6

kB4 crazing: heat checking

a2 check crack;craze crack

5 i B R Fe g 280 PR] A2 A2 8 IRBILAR 1 i e A ARG 57 o o0 Y SR T T Ay B Al fR se AR R B, pR AR
TE 95 1 2 TR JE ) f0 2 i B

9.4.7
B snow flake
&Z 3  flake
& 4L

2 DR S T e RS A R . 7R S ) T I L S A L T A [ TR R 0 R A OB
1 5 s B 25 08 B L T i D 2 O T A AR B LR L
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9.4.8

B cold lap;cold shut

TEGF I I %50 33 5l A 5035 (1) 4 30 ¢ 55 (] 2R 1) 4 it

i B I e O RO B R i ol B b L & E T S Ak L DL BRSSO A
9.4.9

e iE BT interrupted pour

PR B — i B nl DL Y g

i TEAER FEACTR S S A oA Y R T T SR
9.4.10

& double skin

e R P A TR Rk EGR m sh M E R LB SR AR S R e E S P s R
2 37 & il B

9.5 FHGRPA

9.5.1

FKEGRE surface defect

e e T T i aate St L S S T T A S AR | NS U AN R N LR e 3N L <IN
I BE A5 EP IR A
9.5.2

FEFHHEE rough surface

Fr e i BB LM AN P L0 T A F AL B 2 iR R U b R E i R T RS B
9.5.3

&Y burning-on

P 3 1T B PN T RS BRE AT — S22 E DLTE PRy AR . A0 S BILBHORY B0 A SR B IR 2E
9.5.4

. Z=¥58%  burn-on

P 110 30 A mi RS S e i b o L ORG B — 2 g U S A B LD RORG 255 500 A B RN A R A IS A S

ik fbee i Bae bR g 4.
9.5.5
P ¥ERD  metal penetration
EPF R el B AR R I ORI 3 — JZ R & Jm A UL 5 .
s SRR VR I = I NP S RS e
9.5.6
FRYEEJE  scab
3z fih
HREENERIREE SR . HERME . LS8R . A — /D5 48 e A AH & 8
Rk Y 5w Z A e =,
9.5.7
wHLZE  blacking scab
HTIREERTEIET R . EERHARSE femlF R - AR e mEiEy.

114



GB/T 5611—2017

9.5.8

%8 blind scab;buckle

PP em =AW R T 5 mm) WM VRIMNE, BEF A Z2EE%ITEN LR
2 .
9.5.9

f5 8 soldering;stick-on

far 2 Jm R T R AR E R L4 .

9.5.10
B4 network pattern;network vein
] 4K 12 4L

il 1540 ) A B 1 2 v b B B SR R B B L 2t BT B IR IR L DRI T O R R Y 5 R
FEG e &R SRS N Na, O 358 &b m i 8 A AR " & A B iy 2, B [ o5 Y R e 5% 1 a3 i
TE 42 J&8 Y § 1 58 T 5 111 32 101 T2 G A9 AR A 50 sk s
9.5.11

imJE  flow line; flow mark

JKEL  bloom

FE 26 0 5 8 Jm i sh 7 1] — 200 o R e 3 FL R4 30 0 B 3 A — R 9 i s i 1M1 69 S R e
9.5.12

95PE  depression

P A (g DR W T 28 BT 17 A AR 1T T Y HE PR LS

VE . AEPE Y R I A A AL . 4 P I IR O A LR T A PRI
9.5.13

BLE rat-tail

e R O T a5 T 5 mm) B AT BUMA AV R
9.5.14

ENYE  indentation

PRI TO0 -l i e g 78 s 5 DT AN 5 o 10 7 46 I Y 12wl s 85 128 20 1 i 3 4o 7 2 A ™ 2 e 1M1 R 9
9.5.15

8% B2 elephant skin

T b AS R0 A R IR B FEIR Y e B . — RO AT R Y AR Y8 £
9.5.16

FI{5 catched casting;stick on

< Jm AL AN 5 R e i R T T R S mORl 25 L TOU T T R e B A 4 IR
9.6 iRk P

9.6.1
FHRERZETRPE  incomplete casting
EIT th T 45 o I PR 36 G B9 S0 i 00 1658 o |9 S PR . B0 AR GE AN B ok B i L A TR L K B S
9.6.2
A E|]  misrun
A2
Tk ke BCEE B AN SE R B AT R o R (H il A ) BOESE  R  BIAE A B 5E L1 Y A Re e Ak L LT
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ARG LT .
9.6.3
Fixi#i poured short
FEAE LAl A wh i HOR M s 5 BE L 8 1 I S #1157
9.6.4
Zifm bleeding from bottom;run-out from bottom
i 78
AN A I T AR R R
i ARTEEANE BEEE  HAN R e RS S e el iR R A RN a e E .
9.6.5
Wi{f damage
HILAR #5345
T3 11 52 MU ARG o i AR 40T L B AN SE R Y B AL
9.6.6
A bleeding from parting; run-out from parting
PR 3 1 T o A M43 A 7 L4 77 2 1 B 40080 L 30 1 B AR B AT B ok
Fr G Y Y s T B R SE el W Ry R A
9.6.7
imZ break out;leak out

A6 P 1 40 0 T 0 R DA 00 1 DK oL P03 4
0.7 WRREREHLBRK

9.7.1

BT  casting strains;distortion; warping

1 A F 0 N AN ER AR R AE R R A R TE B TRERE SRR TE R TE
9.7.2

KA EH incorrect casting form

1 B JUART T AR A AT & 85 1 P ) EEK
9.7.3

R~TAE1 off dimension;off size

TE ¥ 1 o T2 A0 | T 25 B I PR o i 1 e B0 R ST sl i RS 5 A E A B SR AT
9.7.4

FId exaggeration of dimension

FH T 5L T A e v B BH 7 R S G B 0 o RS EE PR RO A I 4
9.7.5

2l  warpage

AR A P b B TR AR N T R ol B R DS A IR 3 B 7 ANl AR K L ol A B AL
Al B v R R TECF ks AE 2 D7 FE R i A A S AT A AR e
9.7.6

§58)  shift;surface mismatch

s

AT BN R 6 T B — 3 o 5 S — Al oA Y it Ab A BT
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9.7.7

s core shift

H T U 7E 23t 1 Ak f O PR AL R AT & W P A 25K
9.7.8

W core lift

= core raised

T B TE 4 Jm VAR T SRR RS gl 9 1 AL A B AR R R e T AT B PR R R
9.7.9

BT core sag

P T R 5 B TG S B A AN DL S ol R R T BE R AL LR BB AR Rl R AR TR T Ak B A
I A .
9.7.10

£ K open core

Yo A5 11 P I o ) 25N A o 1 R T (B R IR

i FEEHEHERS AR SRR RS PR B IE s Wy, B S B R R BB R . B

PR YR 5 T O I 233 o B o B T R O o D T A LA i e 2 i U

9.7.11

RIBEFEZ  mold wall movement

ERWIRAE BN BLE .

i S R EE R 2 A0 I R . a T TR T TR B A a TR R Ch R0 B BR O SR AR A R K D RD R A0 g Al

T [a) #E Yl A0 25 1 T R BE RS B KN T R BR AR S B =20 I B = R IR B - I - L D B

9.7.12

HF ram away;ram off
M T E R0 B BOBERE | 75 & (1 HA 0 5B A7 7 A (Y ey 0 15 R a s
i RS B R AR, EE TR, O %50 Ay BIs 52 3 8005 ) 59 0 5 58 H i R R R
e BRI B 8 5
9.7.13
dAiL  sag
{1 /K 35 368 A K A el 380 A 7 g A s A ) — b B 1 i B o LR iy 9 A2 i R ST i
9.7.14
Y RAF  wrong pattern allowance
P T R S i D 0 4 R 5 4 B AN AR A T A Y — e o
9.7.15
#}ifit drop;raining
L S A I R AR A5 At B R T IR B o e N g R 5 A A E A T ) fR L ) T A sl B L 7
T W PR PN R TRTIE AR Je TR T BES o i/ 2 s
9.7.16
HHEEEA S  over mass of casting
HBE
P AT S s o AR T PR R A 22 B L PR R A
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9.8 FRAIFEHRIE

9.8.1
JeZZEEPE  inclusion defects
Wb SRR MIES R I YR SRR,
i R E AR Y W B | R S 2 T WURE LA M O B A 5 4 TR N L oG [ O A & TR TN O B ol A 3 18] RS 0Y J
Rirf e 4 BT h . A0 46 e 228 0% 0 B B I b AR SR
9.8.2
JZ&4  inclusion
P AT PNl 2 i L fE A Y R R R 4 T8 B A A [R] A R A
iE . g b IR 2 VE Y Bk ek R S
9.8.3
MEFXZEY endogenous inclusion;indigenous inclusion
e 0 Bk 8 T A [T R b DR 0 G 22 [0 B 4 i S b 2 R R A A B N T A a1 R 2%
Py UL K PR 46 i YR BE T B L % 1 Dl /) T B 21 1 e 2l
9.8.4
AN FEZH  exogenous inclusion
HH 0 5 M B Sk 2% T 5|l 9 2 24 4
9.8.5
Ji& entrapped slag;slag inclusion
e Jm AN gl sl BT A MR R A Y th 27 & B b A iE it AR S5 KA
P it ) 5 A v e A R B
= N CE I R R S o i T N e o (Al 1 o < 8 S U T Al s O W 1 N R =T TSR 2 0 2 L [ W o
9.8.6
2 black dross;:black slag
SR BRI b i WAL B AR TR L A B R A Al Bk S A R Y SR R
2t et L L LT Y S IR o T 2l N O S T TR R S E T L
9.8.7
A fLEFL  blacking hole
K3 2w Tk B3 v T B 7 9 4 2 TRT TV 36 1)« 5 A o B T RE ME AR M B 1Y AS R BT s
9.8.8
Z 2 cold shot
GeE i E T TR & B .
g HAb L S ME LA A e 4.
9.8.9
B S phosphor pearl;phosphorus sweat
TS VTR BT R Ay R BT R Bl SR )
9.8.10
RiEY internal sweat
Niga
P LA Bl B N R A OGRS RR S TR .
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i HAR e i RV A A — L B A I
9.8.11

AR sand inclusion

P 9 Bl 2 1A A DR Y ALl
9.8.12

$9 52  tin sweat

B T A 7 1 Y 2 1T 2l PN AR AL R P2 A R B B A AR SRR BT BRI e R A .
9.8.13

B 5 hard spot

T2 0 W an o 2040 0 B\ bk A5 R0 B i e 2 . 2 7R WL T alg 58 AT b PR 2 81
9.8.14

S 7. slag-blow hole

WA E LRm AR I 2.

iE R AEIN TR A B S AL AL KA — R

9.9 My HARMREASSIHERE

9.9.1
MR N FEHEEBEASH physical-mechanical characteristic abnormal
VEPE RO I R (R AR et W) R A T T B SR BE A AT B R R SR R R
9.9.2
WENDTTEH chemical consistence abnormal
BRI B9 AL 25 I A AT S BOR SRR R RLE
9.9.3
SHALLREE metallograph abnormal
AT S AHE BT S H ARSI IE .
9.9.4
BHihEE  bright border too thick
B Z R n] BB R 1 AR JOm TR SR ™ T TR R 2T L o TR Y JE A S e )2
9.9.5
¥4k cauliflowering
Hh T i ORI L BT RS BE BE B /N A b L % 1 e s 2 T AR B TR I R Y T R Y
M.,
9.9.6
Br&& fractured crystal
SE 0] 45 S R o R 3 RE S AN 38 5 R B R R A T IRk i A A R R A S
9.9.7
B0 inverse chill
IR Bk A W 1T A AP AR AT T B T 2R sl R T 2l &,
L AR R R OE 0 K O g Al
9.9.8
i1%¢ burning;overfiring
P AEAE i IR A A 2 R Ll N BAGE EE  R On ARE [R] a AA L fE ER J2E  E A AR L O A A AL
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1) P ARG S ot A i e 1y 3 22
i B R A A PR RE B R R
9.9.9
Emm ingotism
P 8 T IR T R 12 L A A R R N R B R R A AR S BB
i SIRSLB B N E S, 3 RGER AT LIRS RN M B AR 2
9.9.10
= pearlite layer
FEER = I ] SR ok B9 W 1 L AP AE BT Iy A S Byl . SR PR TR 2B ol T AT A 8 IR] i B BR G R
R, Bk RAT B AT ERE R,
9.9.11
#WAT segregation
P 5l 9 B 1Y 25 SR AL S B B S A BRI S A B 4

9.9.12
F1{m*tr inverse segregation;abnormal segregation
5 1k B AR B Y i B B ER

i R RC R K AT L FLE ] DX 8] BE 0 4 2 1 E T A PR BB ORS00 R 2 i i T TR [T T A
J7 T SR 0 B R TR () 3 1A ) S E R DX e 2 L 10 U AR D AR O B B 1 B S e B X el RSP
Lo i A i W g b
9.9.13
IE{E 47 normal segregation
R AL R A K ANT 1 Y5 4 8 [ R 1A Ak — 9 20 B HE SR b Bl A R R A R AT
VRt A 75 T e R 3 i 1 S AR 5 g R g R 4 T MR 1 1 ) v 38 i 1 2 1 DX S R AT
9.9.14
ZWMEH macrosegregation
P A7 lg o B b FH PR IR e R BT L R B Al g AN R A
i A o9 TR AR AT Bl B VR i B s R e B L O D B . R U B L RE TE A PR b R HIOAE 2 T R g gL
i I AR Ak ¥R 7 T R T B
9.9.15
M {RAT interdendritic segregation; microsegregation
F PF i TR el H A S T RE 0 A B b R B S Bl P B A I o AN B 209
i - SR AT R A R AT R R T . ORI Al R g P A B NT G K R AT
9.9.16
B\ IT gravity segregation
fE S ol @0 VR IR 86 BE 26 8 42 J@ W0 8 0 BN A G 62 R U2 - BCTE 35 40 V3 7 A 1) 1 43 A

HLUR T .
WS Lk T T RHT T O RV A A BERE 2 o A BELT b S PR 0 7C 36 WG U ORI O [ i
9.9.17

gt Bl AT intercrystalline segregation
faFLmAT  erain boundary segregation
R AS 4 5RL AR Z [BIAF TE B fh o i o AN 2 2
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FE o H G A B (A ek R e (09 9 IO 0 TC S R S 3 T A mRCMTR A A T R AT
9.9.18
fa M IR4AT dendritic segregation
e im AT
37 A e R R G T i e s VR T 5 05 A5 S AR T BT B Y Ak S g A W) B 5 ]k
[ ASE i PR RHRE s 1) b 55 B 25 57
ik« B U BT AR T BB T g 4 U By oo FE A RCRE A R 0ol o B R R, 421 A PR TR o] e
AR R
9.9.19
Bkt R abnormal nodulizing ; under-nodulizing
BRCSS B  F TR DU A o A e SR HH BRI AN 2 (BRI A i AN R Bl R A Ak S 695 B I (] a4 T
gl A AR R FE R R A 22
iE . RV FErm L A HOIR R B al B A% ) BB A AR PO L S S A A2 00 R R A AR el R
) f1 25 .
9.9.20
Bkt 3IB degradated spheroidization;spheroidization decaying
PR B 3 L Aot v e ER TE Ak B S AR A Rk R g g | R i R ER T AN BB
9.9.21
HLIFHK  open grain structure
P AF PN decRORL R 0 T J A T A BRI s 2 il R ) S R S I LS.
9.9.22
AFE KX coarse graphite; open grained graphite
A R A o mE R AR RAE. U TG . n & 85 5 m i a 4L . n T
O ERAA W T S ORCHL R .
P o AT IR B 0 B L R EE R AT T AN AR S BRI RUE . B 2R B
9.9.23
AHBEL  Kish graphite spot
eI TR W 1 5 B0 12 ) 2 1 L 7 3 4 55 47 EL 3 25 R 19 A6
i B AR IR, Hi2 .
9.9.24
MO  cast mottled structure
Al P R — PP S A 2V BE . LW L TaR AOaT H b kLR KIS A RAR A 2B BRI R Y ) 2
PEHE .
9.9.25
A FEIFEF carbon flotation
5 BR S5 w5 AR AW i 0 LA e — 28 00O = 0050
i LIRS AR A SR AR L TS N T LAY A SR . S HE VIR A S Rk L RIS K W A kS
yEET R A
9.9.26
FMEARWE surface decarburization

o W1 IR R TR e A T R o B B ST PR A o A RO R A = T i R T R E (L
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B E RS

yl‘ig' R AR RS EEE ERE B RE EEE B R R B R B R R R R EEE R RE R R
EE%% FEE R A FEE R R R E ERE A RE A R R A R R

HiAd &
HR

B [TEESE coevvevrevnsvmmenecreaceanenenssnnnnnns
= I - T

ST IR 0 1 R
SR

(HAXRERS

MEEZSEETS coeeeeen i eee e e eae e

RIPEFARTE

ﬁfﬂﬁj CrrRasesEETI eI ESTATT A ALEATE AR ARR A AR A

R

MEE B O oo rerarecrcannen.
TUEE AR EEEE +ovvveveererrnsoresnesresneenearnenenn,
BEHE weviiriiniieiee s e e e aee e e
I AE v eereeeiin i s e

fLiiEEE
ELA0A

SR F cvv e e eeneonsensineinsen e e e e aeeas
FETTRETEME «oeveevvemneenereeeseeseeeneeneane

3% H K
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- 3.3.20
- 3.3.22
- 3.7.93
- 4.1.3
- 4.6.2
- 3.7.11
- 3.6.12
- 3.5.26
- 3.5.20
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- 8.3.8
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- 4.3.5
- 3.1.35
- 7.8.12
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- 9.8.6
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- 9.8.6
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- 3.7.44
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- 3.7.38
- 8.2.25
- 9.6.4
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- 9.5.8
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+ 9.5.11
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Siﬂgle face l}ﬂttern I]]HtE B E B EEE EEE EEE EEE EEE EAE EEE EEE FAE B4 BEE EEE Ea
Sintering SRR E R B R E B E R R B B

skeleton pattern  sexeeeeseeenes

- w8 LI R TR FFE EFE A FEFT AFE EFE AEY BEE R L L ¥ FEF FAF FPF FEF BFEF FEF FEREF RFR L L

L ¥FE BEEE ¥R RFE AEFES REE BERE BER BRER REE REE W L L F FEEEF FEEF EEF FEF FAF FEF FEREF FR L) L ]

- w8 LI R TR FFE EFE A FEFT AFE EFE AEY BEE R L L ¥ FEF FAF FPF FEF BFEF FEF FEREF RFR L L

L ¥FE BEEE ¥R RFE AEFES REE BERE BER BRER REE REE W L L F FEEEF FEEF EEF FEF FAF FEF FEREF FR L) L ]

* FEW ¥FE BEEE ¥R RFE AEFES REE BERE BER BRER REE REE W L L F FEEEF FEEF EEF FEF FAF FEF FEREF FR L) L ]

L

L

L

¥ FEEF AW

*F BEFE

FEF FEF FEEFE FEF FEEF F3 F FREEF FOEF FR FEEEF FR

FEE FEF FEEF FTF FOF FRTF FREEF FEEF FW FEEREF FE

o W R R R A R RE FRE R R E R E R ERE EEE B R R W

FEEF FESR ¥FE BEEE ¥R RFE AEFES REE BERE BER BRER REE REE W L L F FEEEF FEEF EEF FEF FAF FEF FEREF FR L) L ]

e E FER LI R TR FFE EFE A FEFT AFE EFE AEY BEE R L L ¥ FEF FAF FPF FEF BFEF FEF FEREF RFR L L

L]
L

L] FEE B EE B R FEE R FFEE FRE R EFE R R E W L A R SRR FEF FE

FEE BEEE
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TFEE BREE

- 4.3.30
- 4.5.18
- 6.2.27
- 7.2.48
- 3.1.21
- 9.1.76
- 6.3.29
- 8.1.8.8.1.1
- 8.1.3
- 8.1.2

3.8.27

vesssassnees A (18

LI

LI

LI

LI

FEE

FEE

FEE

FEE

FEE FEE

FEEF FEEF

FEEF FEEF

FEE FEE

7.5.4
7.5.8

- 7.5.3
- 7.5.1
- 71.5.2

7.5.7
9.7.6

ceeeeeeeees 6.2.35
eererenens 6.2.37

FEE EEE

*FER BESR

e 7.2.10,8.2.24

8.2.26

carisinasnas 893
eeeeneeees 8007
verenaeieane 5313
cer 5,1,17.9.3.9

FEEF BESR

L]

5.1.24

«+ 9.4.4
«+ 9.3.8
+ 5.,4.8
- 5.1.26
- 5.3.37
- 3.4.15
+ 3.4.22
- 3.3.52
- 5.1.14
- 7.8.25

5.4.5

- 7.4.15
- 5.4.18
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Skim rl‘ln“Er (E BN ERNEENEREMNEREMIERMEEEMNJENENHJERJMN:EREN] LN ]

skin dried mold

bkip hﬂist BaE RaE R EE BAE LR BAN BEE EAE BTN EAL EEE EEE BS

L]
L]

Skl‘ll] fur“l‘lte FEE EEE AR FAE EAE EEE AR P R R R U]
Slilg FEF FEF BEF FEE FEE EAE FEE BEEF BEE BAE FEE BER EEE REE EW

Slﬂg'hlﬂw hU]E AR EAE EAE EAE EEE RAE EEE AN BAE R A

L
-
®
L

slag forming

L]
L]

blﬂg h{.le BEE R EE EEE FEE EAE U EAE EEE EAE FUE EEE FUE REE B

-

Slag il]l:lusiﬂl] LR FE EFE FFE BEE RFE AFT RER RER PEY RER FER FEEF REE FEF FRAF FRUF FREF FEEF FRF FR FTEF FR L

slag notch

slagging-off

L
-

slot gate system

Sludge FEE AR EEE EEE FEE BEF FEF BEEF FEE FEE EAE EEE FEE REE EE

slug

Slurr}r FEE AEE PR AR PEE BER FEF FAF R FAE FRE EAE FAE R LN ]

5'“5'1 {:asting Wk bk R kb ik ek R Ak ke dd o R

snap flask

Snﬂw flake FEEF FFE FFE BFE EFE BEFE BFT AR PER REE RER FEE TEE FEN REE FEF FEF FEEF FEF FEE FRF FR E9EFE FR L

50, cold box process

S“di“m I]E“t““it{l TR R R e Oy T T T T T T T T T T T T T T T T T T TR T T T E ™ PO &
S“dium mndiri{:ﬂtin“ TEEIEREIEET

sodium silicate binder «++<++-

sodium silicate-bonded sand

L]

sodium silicate modulus

soldering

solid contraction s«rervesrvenes
solid []Hﬂ'[‘l‘ll hae seeean e e e e
solid shrinkage Cesses s assaasas
solidification s+« s ssrsssesssnnas
solidification contraction +:+--
solidification range «:-======-
solidification shrinkage -----
solidification time +«+csveeevenes
soluble core srrrsrrercineiiiaias
sorbitic cast iron seereveerenenn
spacious twin-tuyeres cupola ««««--eeeeeemme i
spark AFTestor srererssssencne e

S]}E“Eial cﬂst il"ﬂn AR RAR REAE REE W

special casting process
specific pouring rate
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L]
L]

- 5.3.26
- 6.2.81
- 3.7.47
- 3.5.50
- 3.5.17
- 9.8.14
- 3.5.22
- 3.5.24

- 9.8.5
- 3.5.24
- 3.8.30

- 5.3.8
- 3.5.18
- 7.2.35
- 7.4.10

- 7.8. 20

-

6.2.77

« 9.4.7
«+ 6.3.3
- 4.3.6
+ 3.8.12
- 4.3.14
- 4.5.20
+ 4.3.17

+ 9.5.9
- 5.1.20

- 5.2.7
+ 5.4.20
+ 5.1.20
- 5.1.10
- 5.1.19
+ 5.1.11
- 5.1.19
- 5.1.12
- 7.1
- 3.3.26

-+ 3.7.4
- 3.7.45
- 3.3.39

- 2.3

ciainasnnes §5.1.7
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spheroidal agent ==srrerrrrr e s e s s s s s s e e s eee e 3376
spherical ceramic sand used for foundry =+« -=srossrrerrrms e e e 43
spheroidal graphite r-seoremr e s s e s s s s e e s e e 3 3 B
spheroidal graphite cast iFOm === «-ssrsor s aen et et s s s e s s s s e e e 33T

Spheruidal graphite ]I]alleahle cﬂsl irun BEE EEE BES EET FEG EET EUE HEE EEE PEE PAE UGS EUE BEE BEE NG O EEE EOE NEG NEG EEN EER EEE 3'3*"5

- 3.3.73

SPheEroidiZation Fate «««es««esessees e s e e e e e e e e e s
spheroidization decaying T O PPN « 1« I |
spheroidization percentage ------- . eeeeee 33,73
spheroidizer SLEILRLILTLE . eeeese 33,76
splat casting SRR LEELERTTE . ceeeee 7823
split box molding -serveeerrreneee. . eeeere 5,212
split core . senes . eeeees 6.3.21
split pattern “essestnricnisnies seeees 54,21
Spray casting ««s«ssessessenssnannine . veeees 7.8.23
spray forming . renes . e 78,23
Spreader «+:sessereerras i . veeees 7.02.08
spreading coefficient -»r==rreveeesees . ceeeee 46,56
sprue . renes . eeeeee 5 3,23
Sprue base «seseesreniiii, . veeees §5.3.24
Sprue bush «oeeeeeerrarriianii., . verees 7.2.09
sprue spreader . senve . e 72,28

SQUEEZINE CASLIME  ++++vv e srrsresnnrie sttt ttt ittt s et s e s sen st s sas s s sassnn s 7 D 4T
SQUEEZING COMPACHION =+ +++vreressrernsanstttaie ittt ast i ass s ses e s sen s sessaasasssssas s snasnnans 6 D 48
squeezing molding Machine =+« ««««s=reeeermameeee e e e e s e e § D 36
Sr ]]lﬂl[lifiﬂﬂtiﬂ“ B A B EEE RS EES FEE SEA FES EEE U RS HES FEA SEA FEE EES HES EES SEE SEE GEE FAE EAE EEE EEE EAS EAN SN B BEE ESE EEN FEE WA 3.8+‘|3
standard sieves for foundry «occorese s rrr i s e s 468
Static Pressure MOLAINg =+ =+ +++ erreetrt ettt s s s § D 06
Step SAting SYSLEI  =+++reesssrenrr et truitontat ettt s e s s s s saa s s s s s ses s es e nes § 3T
SEEPPEU JOIME === s vrerrenssre ere i e et e ee e e ee s et s e s e e s sae s e seesne s aes B D D)
StepPed PArtilg -+ =r-ee e reerernn ettt et et s e e s e e s sse e e seasne s § D D)

T 1 TR e R P T T PR ER P PP PP PRPERERC IF : 1921
SHICKEI  +++ e sveersanesrnonsanssenassnes sanonsnes sannsssasensssssessnssnsesrsenssessnssnssssersssssensssnssseasrensnsss § 9§

Stitkiness R R AR A AR B AR B B B R B RS R SR SRS R RN N R R B B R R R R A B AR R B RS AR RS A R 4.6+3?
Stirfening rihs BEE AR R REE BAE A B R B RS B RS RS B A RS B RS RS RS ERE EEE EEE EEE EEE EEE BAE EEE RAE BAE RN R BEE B REE EEE EEE 5|2+32

Stuve R EER R AR R R AR REE AR REE R R R R R R RS A B R RE R RS R EEF R R EEE EFE R RER R RER AR AR R REE R EEE R RS 6.2+85

Straightening AR S RS RN NN N R R R R R R R AR R B AR EEE R R R R R R B B RS R SR AR S B R RN R R e R 8‘3‘9
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SIFAIIET COTE =" +rsrrrrrrsressnnssasensrrnnnses
strengthened core print  sersereeremreenenee.
Srilke-Off tvrvvrrrromsnrnnaressnsssesensrrnneses
Strip abililty «eeeeseerrree i
SLEAPPINE  +veverrerrerrernnssenne i,
StrIPPINE Agent -+-e-ssereereerresernranannann.
stripping machine =« ++seseeveeeeraneii..
Stripping of core «reerseeeermmiineaiii.
stripping plate molding -r--cereereereeens
Stripping time -ee=ssereesrernaeeenranannannn.

stub I_}i“ M s B EEE BEE EEE EEE EEE EAE B4 BEE EAE BEE EEE B8

subsurfac blow hole

S“I}IE["“ Casting R B B R F EEE FAE FAE RAE REE REE RE

stuccoing

Su{:‘ti{}“ cﬂgting R Em R R R B R AR AR AR BAR B REE FE
guperc—““]i“g S e R e B SR B B e A R
Superheati“g EoE R Bk R R EE R BE R BEE AR BREE BER BEE REE RE

surface decarburization — srcesrveesriiniisiiiiiiien

R R R AR A EE B RE R RE R A EE

L

- 5.3.33
- 5.2.50

L]

e 6.2.71
-+ 4.6.19
v 6.2.66
e 4,414
< 6.2.67
<+ 6.3.44
e 6.2.16
e+ 6.2.68
==+ 5.4,29

L

L]

L

L]

L

L]

L

L]

L]

L

e 7,821

veer 7.4.12

W EEd A AR AR R R REE R RA R AR EBRE

surface mismatch BEE S ES BRSNS OSSR F R EEE RS S RS EEE SN NS EE EEE AR S ErEsEs e s s ae
burfﬂ{f& dE["EcI BEE B e R RS S EE R R R B EEE SR R EEE SRR RS SR REE EEE AR A e R B S aes sEs ban e b an
burfﬂ{l’& pi“h"]f N e ey nmmmm M I TmTTTmT!mh T T YT
surface Still}““}' index srrerresererrsrssrosnsrans . .

Suﬁpenﬁiﬂﬂ S e eE s EAE AR S SEs EeE EAE EEE EAE A EEE EAE SRR S A A BSA EEE RS EEE EEA ASE e S A SEE BAE SAE SRS RES KAE EES KN Ba BaE B b E

suspending agent

L]

ce 7.8.17
cer 3.1.25
e 3.1.24

L]

-+« 9.9.26
weee 9.7.0

weeee 9501

=+++ 9.3.5

L]

e 4.6.20

-+ 4.6.59

ver 4.4.12

b“b“PEnSiﬂn Eaﬁ_ting R AR AR AR R R R R RS B B B B R RS B RS B REE R R REE R REE R R R RS R RS RS R RS

suspension melting

S‘vah TER FEY FET FEN FEE N FEF RN FRE N FEREFE FRF FRF R PR L
S"‘lahhing TEY FEN RS FRRF FEF R R N FEF R FTF R PR -
S‘?Eat FEEF FEEF FEE FEER FEER REE REFE BREE REFE AEFE REE RER PEY RERE FEY REE REE FEEF FEF FRF FREF FEEF FRF EFRE FTEF FR L

S"‘.‘EE-P. n]ﬂlding AR AR A E SR PR SR R B R B BN
SWEI] EER BEE BEE EEE BEE EEE BEE B B B EBEE BEE BEE R ERE BER BER FEE EEE FEE FAE EAE FEEE BER FEE REE FEE RS
Swelli“g index FEE FEE FEE FAE FAE FAE FEE BEEE FEE REE W

S“‘EI]i“g ‘FH]I‘IE FRE FEE FEE FAF FAE BEEF FEF BER REEF REE FE

synthetic cast iron

S}fnthetic rﬂt hinder AR RN R AR EAE A A AR EEE B
synthetic fatty acid bonded sand =+==+==+--

Synthetic I L L R T T T R T TR

lﬂll}r “]_Hrk AR AR R R REE RAE R RS BRE EA R R EAE R RS
ta]] ]'"]']E HE S R M AR EEE B SR EEE A EEE A B AR R e
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-+ 7.8.76
+ 3.5.43

~rer 6.2.65
-+ 6.2.64

L]

- 9.2.4

- 6.2.14

L]

srnan 9‘2‘8

L]

. 4.6.64
s 4.6.63

L

- 3.3.2

e 4,322
++= 4,515

L]

- 4.5.3

e B.2.74
e 3.5.37

L

L]
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-
-
-
L
L
-
L
-
-
L
-
L
-

- 3.5.38
- 5.2.51

teﬁ]l]ing EER AFE REE RER RER EEFE REEF AR FEE REEF FREE FEF FEF FAF FEAEF ERF FEER FREF FREEF FEF FEEF FFE FFER B RS RS B 2 FS FFE 2SR FFR R R FE FEE FEE FEF BN 3‘9‘8

tapping temperature ---e=rrerr-

L]
L]
L]
L]
L]
L]
L]
L]
L]
L]
L]
L]
L]

technological hole -=+---==rveee-

temper of molding sand  «=vssrrrrrer it s s s s s s s seeeee 6] 3]
femper SANd  vrrrrrrrerreearane e e s s s e s e s e s e s saa s sss sne s seeees 4 5] ()
- 5.1.33

-
-
-
L
L
-
L
-
-
L
-
L
-

tendency to hot tearing ==+~

test specimen cut from casting — =+++rssssrrererrsams ettt s s e s e sse s seenes 3] 23
tester and controller ['ur {:upﬂlﬂ ]]“:'.’Itiﬂg RN R B EE EEE SRR EEE EEE REW AR A AN REE BTN FAS FAS EEE RN EEE EET P AT EET EEE A 3?_35
tester for casting qualify — «rsesssreersnrrrmrrm i s s e s s s s e e seseeeee § ] 6
thermal ANALYZEr +=+sssesseerrsrirsreste ettt sstaat s se s sen e e ss s sassassns s es s seeses 3 3 5()
thermal reclamation of used sand s+r s rrrrrrrrrirsmsrisrrtisrssssrssrssrssrsarssrsarssrsarsssarsssrasnsarnes § 1.6
thermal SLFESS s++rsetoserrssrsassrassssnssrasssarsarassnsnsasassrassnsnssnsssnsnsasassssssasssssnssnssssssssnsssasas 5 1 97
- 3.3.50

therl““plastic resin hinder EEE EEE EEE REE BEEE RS BES AEE EEE AR EEE BEF RS FEF FEE FEE FEE FAE EAE BAE EEE FEE FEE FEE EEE EEE EEE B B 4'3‘2?

L]
L]
-
L]
-
L]
L]
L]
L]
L]

therl“u-i"nﬂ]}rtical i“strl‘lmenl LN ] (XN NN (AN EENELNENENILEELEEIEEELEBELBESNENNESNEEBEENREE N EEIEEENEEENRNERENN] L] LN ]

therlnusftting I"Ebil'l hinder BEE EEE B SR BEE AU EEE EEE EEE BEE N EE BEE NET EEE EEE BEE PEE BEE NOE EEE BOE BEE BEG BEN NEE EEE FEE RGN REN REA 4'3‘25

thix“{:i‘sting I EE N ERNEENEENEIENEIENIENIEEEEE LN IEEEE R NEEENEENENNEIENEEEEENERNELNESNEEENEENEESNEESNEENEENEENEENEENEEIEEMNNEENER}] ?'2‘48

thixotropy . . . - 4.6.57
tie bar . . . - 7.2.24
tie rod . . . - 7.2.24
tin bronze . . . - 3.4.19
tin sweat . . . - 9.8.12
titanium alloy . ALEILE - 3.4.30
top gating system . ALEILE - 5.3.12
top part . sneenes - 5.2.39
torch firing . SEETLE - 7.8.10
total carbon . ALELLE - 3.3.48
total melting loss - 3.5.3
toughness . LETLE - 4.6.17
EOWEE SHOVE ov ronsesesssnnnnsasssnssesenssnss . 6.3.38

lra{:e Hlluyi“g cast StEE] FEE EEE EEE REE BT FAE FEE BAE FEE REE EEE FAE T BAE FEE EAE FEE FEN EEW EA FEW AW REE FER REE RS FEE RAE BT FAE B 3‘2‘?
lra{:e Elenlent FEE BEE EEE EEE EEE FEE BEE EEE BSF NG ESE FEG NEW GGG EEE GSEW REE BN E EEE FEF SEE RO FPEE FEE GAE EOF EAE FEE BEE DU REE PR REE G BEE 3'1“'4
lransfﬁr ]ﬂdle B B EE BEE EEE EEE EEE AR EEE EEE EEE EAE BN NEE N EE EEE R EEE EEE EES SR B B EEE EEE B FEE FEE R EEE EEE EEE EAE B EEE BN 3'9"'1

- 5.1.28

tra“sitin“ angle A AR AR REE AR R R R RS R R RE R RS R RS RS RS R RS R R R R R R R RE R RER AR AR R R R R R R RS 5.2+2]

-
-
-
L]
L]
-
L]
-
L]
-

transformation stress

treatments for compacted graphite iron «++-+++ssesseeeennieane e e e e 338
treatments for vermicular graphite from =+ -+« +sssseeemnnieone e e e 338
frial CASHIME  ++rvrereressrnie ottt et e e e s e s s e s s sen s ses e nes D ]
trial ClOSIIME  +++++vverrererstirant ittt s s s s s e s e e s s e ses s 6D 76
troughed COre DOX «r=r-s+rerrrrmsmeart o ettt ettt tes et b esses et tan s sensrt e sessnn e aeeees 5 4 35

|75
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tr‘U"vEI FEE FES BEF FEE FEAE BEAF BEE SEF BEE EAE FEF BEE FEE REE FWE

tllcl{ing TR FEFF FEEF FEEF R FEF R FAF R PR FEY FREF RN L

tllmh]i“g FEER FER EEFER FER REE REFE BRESE REFERER BEFE BER DR REE RERE L ¥ FEF FRIF FERF FEF FEF FOF FR FREF FR L)

l“n[lish A R R R EE EEE EEE R EE A EEE FEE REE UEE W RN RS EEE SEE EEE EEE B REE EEE EAE EEE EAE AR RS R

tll}l’er& R B E BEE BEE EEE B E BEE BEE BEE EAE REE REE RER REE RE

lll}l’erﬂ. raliu R E R A BEE R FER FEE FEE BEE R R "

twin-wind blast system cupola

two-part molding

ultra high strength cast steel

ultra-rapid solidification

ul]ch“ked runner S}I'S‘tem W R R E R E B RE BB R EEE RR R R R R R BE R RE R B R R R B R R REE R RE R REE B REE R R E R R RE B RE B R AR R B R R R

under-inoculation
under-nodulizing
underbaking
undercooled graphite
undercooling

unidirectional crystallization

unidirectional solidification =----sseeeveeees

U

I.II]il: sa“d AE N BENRIENEIEEEIENEENEELNEEENEIENEENEENEELNEERNERNESN.MNIENMERJMNERIMNERNENEEMNNEMHNRE}MHE] FRE ER L]

“sed Sa“d R R REE REE R EE R B B B EEE W EE B R R R R AR R EEE R FER REE R UL ] L]

vacuum casting

vacuum degassing

‘:’a{:“um di{l {:as‘ting el R bR W R E BB E B RE BB E B RE BB R B R RR R BE R BE R RE R RE R Rk R RE R REE Ed T ] &

vacuum full mold casting

vacuum lost foam casting

yacuum melting R R R RE R R RE R R R R R R R RS R R R B R R e

vacuum molding
vacuum pouring

vacuum refining

".a{:“un] replatemEI]t l'lardeni“g A REE R RERE ER R R R R R R R R R REE R R R FEE R FEE R B R AR R R R R R

LA R B ER NI LE R LR R LE N RN

- aE - - - . - - - . LI e

LN ]

LN ]

'EE

R

LA R ELNEELNEIEEE R L EEENLENELNEERLNERLNRLELELENEENEELNLE.

LA R B ELNEEEAE L LR LR L EEENRLENRELENIEEE LR LR EENEEENENLNNN.

"?Hpullrizil‘lﬁ Iﬂss (AR N B XN EENELEEENELNEEENEEENEERLNELNERNERNRERNNERMNERMNENEREREJSESRJMJE}EJM}] FaE ER L]

inl]iI]g FEF FES FFE FFE SRS RFE FFE B FF AEFT REFEY BEE FEY TR REE FEE RN FEF R FEF PR FEF R RFE e EF FW L

vent
vent wax

vent wire

"?E“ti“g th;‘l“nel [E N N TR RN TR TR TR TENEENNEN N L

"?E“ti“g 'I]lug R R R R R B RE R RE B RE B RE B RE B RE ERE R E ERE R E B R EE R R R B RE R AR B L ] (]

176

6.2.60
6.2.95
8.2.7
7.6.7
3.7.31
3.7.32
3.7.4
6.2.10

3.2.14
7.8.22

2.3.6
3.8.24
9.9.19
6.2.87
3.3.61
3.1.25
7.8.26
/.8.26

4.5.9

4.1.4

7.8.18
3.8.6
7.2.9
7.7.6
7.7.6

3.5.44

6.2.23
3.9.3
3.8.2
6.3.9
3.5.4
9.2.3

6.3.33

6.3.34

6.2.63

6.3.33
7.1.9
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VErMICULAr ANt =+ +rveessrrrre ettt ettt ettt ses e e e e e s e s e s sar e sae e sse e e 33 8]
vermicular graphite ««««-seeeeeeererme e e e e s s s 33 58
vermicular gruphite CASE IFOIL e rsrsrrarsaraasassssraassssnsssasssssssnsasssnsssssnssrassssssssssssssassssnssssss 3 3 G
vermicularising treatment L LG T =11
vermiculariSation srrersesersrrsratisunsrissssrsarssssssastssrssasassssssssssr s ssrsassssssrsnsasssssrasssrasnasnans 3 3 Qf)
vertical tentrifugal tﬂsling I I8 1111 e T T T T e . |
vertical continuous r.:asting machine seeseersr ittt isisiisiisissisass st st ssn s sssassssnsanses J § f
vertical giltil]g sy'stem R T T T S o W [ 5]
vertical (cold chamber)die casting machine «=«sssrscorrrrrriini s s s e 7 2 G
VIDFALINE COMVEYEE +++ vt ereennestun et ettt et ettt et et ettt ets e st s st ees e sen e saneesneees § 43
VIDrating table  soeeeseeeere oottt i e s e e e e s s sss e s § D 43
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